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PREFACE 


TueE following pages have been arranged for students in 
engineering who have had a previous course in orthographic 
projection, but have not yet become acquainted with simple 
machine elements. A knowledge of mechanics of materials is 
not necessary for making the calculations nor is it necessary to 
have studied mechanics or mechanism. The course as outlined 


? without an instructor. Short talks at 


is not for ‘‘ home study ’ 
the blackboard are recommended as being of value in presenting 
concisely the most important facts in each lesson. Detailed 
instructions are omitted in many cases to give the instructor 
an opportunity to vary the assignments to suit individual students. 

The time required for the drawing and calculations covering 
nearly all of the matter in these pages will be about 180 to 200 
hours. The test questions have been taken from test and 
examination papers given by the author to classes for the last 
ten years and offer no great difficulty to students who have studied 


the preceding pages. 
W. C. MarsHALu. 
New Haven, Conn., May, 1912. 
Vv 
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USEFUL INFORMATION 


Area of surface between a circular are and its chord is approximately 3 the 
circumscribed rectangle. 


Vol. of frustum of cone or pyr. when axis is perp. to bases is V=(sum of 


base areas-+ V product of base areas) 3 height of frustum. 

Vol. of sphere = D* X.5236. 

A gallon =231 cu.in. <A cubic foot =7.48 gals. 

A gallon of water at 39.2° F. weighs 8.3389 lbs. 

A cubic foot of water at 62° F. weighs 62.355 lbs. 

“A cubic foot of water at 212° F. weighs 59.833 lbs. 

A column of water 1 ft. high at 39.2° F. exerts a pressure of .4335 Ib, per 
square inch. 

A column of water 2.307 ft. high at 39.2° F. exerts a pressure of 1 lb. per 
square inch. 

1 atmosphere =14.7 Ibs. pressure per square inch =29.922 ins. of mercury = 
33.9 ft. of water, 


DECIMAL EQUIVALENTS 


Decimals. 32ds. | 16ths. Decimals. 32ds. 16ths. 
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METRIC CONVERSION TABLE 


Millimeters X .03937 = inches. 

Millimeters + 25.4 =inches. 

Centimeters X .3937 =inches. 

Centimeters + 2.54 =inches. 

Meters 39.37 =inches. (Act Congress.) 
Meters X3.281 = feet. 

Meters X1.094=yards. . 

Kilometers X .621 = miles. 

Kilometers + 1.6093 = miles. 

Kilometers X 3280.8693 = feet. 

Square millimeters x .00155 =square inches. 
Square millimeters + 645.1 =square inches. 
Square centimeters X.155 =square inches. 
Square centimeters +6.451 =square inches. 
Square meters X 10.764 =square feet. 

Square kilometers X 247.1 =acres. 

Hectare X 2.471 =acres. 

Cubic centimeters + 16.383 = cubic inches. 

Cubic centimeters +3.69 = fluid drams (U.S.P.). 
Cubic centimeters + 29.57 = fluid ounces (U.S.P.). 
Cubic meters X35.315 = cubic feet. 

Cubic meters 1.308 = cubic yards. 

Cubic meters X 264.2 = gallons (231 cu.in.). 
Liters X61.022 =cuhic inches. (Act Congress.). 
Liters X 33.84 = fluid ounces (U.S.P.). 

Liters X .2642 = gallons (231 cu.in.). 

Liters +3.78 =gallons (231 cu.in.). 

Liters + 28.316 =cubic feet. 

Hectoliters x 3.531 =cubic feet. 

Hectoliters X 2.84 =bushels (2150.42 cu.in.). 
Hectoliters X.131 =cubic yards. 

Hectoliters + 26.42 =gallons (231 cu.in.). 
Grammes X15.4382=grains. (Act Congress.) 
Grammes +981 =dynes. 

Grammes (water) +29.57 =fluid ounces. 
Grammes + 28.35 = ounces avoirdupois. 
Grammes per cubic centimeter+ 27:7 = pounds per cubic inch. 
Joule X .7373 =foot-pounds. 

Kilo-grammes X 2.2046 = pounds. 

Kilo-grammes X35.3 =ounces avoirdupois. 
Kolo-grammes per square centimeter X 14.223 = pounds per square inch. 
Kilo-gram-meters X 7.233 =foot-pounds. 
Kilo-grammes per meter X.672 =pounds per foot. 
Kilo-grammes per cubic meter X.062 =pounds per ¢éubic foot. 
Tonneau X 1.1023 = tons (2000 Ibs.). 

Kilo-watts x 1.34 = horse-power. 

Watts +746 =horse-power. 

Watts X.7373 =foot-pounds per second. 

Calorie X3.968 =B.T.U. 

Cheval vapeur + .9863 =horse-power. 
(Centigrade X 1.8) +32 =degree Fahrenheit. 
France X.193 =dollars. 

Gravity Paris=980.94 centimeters per second. 
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LIST OF TOOLS REQUIRED 


T-square, 24”” blade (no more or no less). 

60° triangle, 11’ side, celluloid preferred. 

45° triangle, 9’ side, celluloid preferred. 

Kelsey triangle 30°-60°-45° with knob and erasing slot or 
Zange triangle. 

Set of drawing instruments, comprising 6’’ compasses, with pencil, 
pen, lengthening bar, dividers (hair spring or bow spacing), 
bow pencil, bow pen, ruling pen (Alteneder or Riefler preferred). 

Curved rulers (1 large and 1 small). 

Pencil eraser (Emerald, or any hard make, not a soft one). 

Ink eraser (Faber’s typewriter). 

12” triangular architects’ scale or flat scale divided into 16ths. 

Art gum or sponge rubber (for cleaning only). 

1-4H, 1-6H drawing pencil, or a holder with leads. 

4H leads for compasses. 

6 thumb tacks. 

Cake of magnesia, or chalk. 

1 bottle of black (waterproof) drawing ink with filler on cork. 

1 pen holder of good size around. 

1 piece of cotton cloth about the size of a handkerchief, for 
wiping off drawings. 

1 pencil sharpener (sandpaper, or flat file). 

3 writing pens (Gillott’s 404, Lady Falcon, ball pointed). 

1 protractor (Penfield’s). 1 pen wiper. 1 blotter. 

1 soapstone metalworkers’ crayon (flat). 

1 loose leaf note book for calculations 9110 I-P. 

1 sheet, 6’’X6”, of celluloid .005 thick, dull on both sides (used 
for an erasing shield). 

. 1 slide rule (K and E, or Faber), 10” long. 

22 sheets 4 Imperial size drawing paper (22’’15’’), (size No. 3). 
buff or K and E Normal, and 15 sheets (size No. 1), 
(8 104’), with holes punched for above note book. 

The student’s name or initials ought to be placed on each article. 
The following instruments, while not required, will be found 
very useful: 

Horn center, needle prick point. 

Triangular scale guard. Thumb tack lifter. 

Arkansas oil stone 2” 3’ X7"" (for sharpening pens). 

Section liner (G and J type), the simpler the better. 
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TABLE 2 
INTERNATIONAL SYSTEM 
1 2 3 4 | 5 6 li 
Dire of Pate, | ae eaeeren ead eee Ot | ren ee a 
m/m m/m m/m m/m m/m. m/m m/m. 
3 0.55 11 Lae 30 3.5 60 
34 0.55 12 1b 765) 33 3.5 64 
4 0.7 14 2 36 4 68 
5 0.85 16 2 39 4 72 
6 1.0 18 22.35) 42 4.5 76 
5 1.0 20 2.9 45 4.5 80 
g 1225 22 2.5 48 5 
9 1-25 24 3 52 5 
10 15 27 3 56 DEO 
METRIC SYSTEM 
Diam. d Wiarne Diam. ; Diam 
poly| Piteh | Hook || pOh,,| piven, | Pigmiat | ool | Pitch. 
m/m. m/m m/m | mm. m/m m/m m/m m/m 
3 0.5 2.30 16 2.0 13.40 38 4.0 
4 0.75 3.03 18 2.5 14.75 39 4.0 
5 0.75 4.03 20 2.5 16.75 40 4.0 
6 1.0 4.70 22 2.5 1Svo 42 4.5 
i 1.0 5.70 22 3.0 18.10 44 4.5 
8 iO 6.70 24 3.0 20.10 45 4.5 
8 Ie 25 6.38 26 3.0 22.10 46 4.5 
9 0) 7.70 27 3.0 23.10 48 5.0 
9 25 7.38 28 3.0 24.10 50 5.0 
10 1.5 8.05 30 3.5 25.45 52 a0) 
11 ere 9.05 32 3.5 27.45 56 5.5 
12 Lo 10.05 33 SRO 28.45 60 5.5 
12 es 9.73 34 3.5 29.45 64 6.0 
14 PEO 11.40 36 4.0 30.80 68 6.0 
72 6.5 
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TABLE 3 
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COMPARATIVE AREAS AT ROOT OF VARIOUS SCREW THREAD 


SYSTEMS 
1 2a 4 5 Gia 8 9 WP nie ee IS} le 
V Thread. | U. S. Stand.|A. L. A. M.| Whitworth. ert Bian, = rs 
eee eee le) Sig} 8 [8 1% P ; 
Pelee | 1% ge |e a | & |S me | & : a 3 
Peete ee = 134) 8 |s4| 3 | Se! Soe 
Acie ogi ea | ea |e lagi a | og a |oa| g| 4 g 
Seem ec Salem c i ce et oe ai re eset eee | ee Ss 
A < | < |e <4 1H < |e ra PA, a A 
1 | .021| 20 | .026) 20 28 | .027) 20 OSI 0 | .039) .236 
?~;| .037| 18 | .045) 18 24 | .046) 18 0508) 22 1 Oso|mecO9 
3 | .055) 16 | .067| 16 24 | .068) 16 0760} 20 2a O3SZiee so 
qs| .076) 14 | .093) 14 20 | .094| 14 1054) 18 a> |i AOPAN sala! 
2) .099) 12 | .125) 13 20 PAU 1, 1385) 16 4 | .026]) .142 
z;| .139) 12 | .162) 12 USt ears ||. bE 1828) 16 Sle O2Z3deL2G 
Saletan 2021" 1h 18 | .204] 11 2235) 14 Onis OZ iene 
44) 221) 11 | ... Ss Gia erer h Lel! 
3 | .262| 10 | .302} 10 16 | .304| 10 3250) 12 7 |.0189} .098 
43| .322) 10 e = nee Oud 
Pall 38 Ali) “9 419} 9 14 | .422) 9) .4520) 11 8 |.0169| .087 
43] 44 | 9 
al .479| 8 | .550| 8 14 | .554) 8 5971| 10 9 |.0154| .075 
13 | .60 u 694| 7 12) | +.694) 7 | .7585) 9 | =10-)-0138]) .067 
Ide] acRetalh "Ce IF rete 12 | .894) 7 | .9637) 9 | 11 |.0122) .059 
12 | .928) 6 |1.057| 6 1271-206 6 |1.159 Sel 2 a LOLMOM OSE 
14 |1.078| 6 11.294) 6 IZ 230 6 |1.41 8 | 13 |.0098| .047 
1? |1.28 5 il ay) as 1-472) 5 |1.685 8 | 14 |.0091} .039 
12 {1.54 en eA) le /ooleou lols 7 | 15 |.0088) .035 
# \1.75 43/2.051) 5 1.986 ene .. | 16 |.0075) .031 
-2 |2.04 43/2 .302| 43 2.311} 43/2.593 7 | 17 |.0067| .028 
23 |2.38 Atl... x 2.659 aise 18 |.0059| .024 
1 2.74 4113 .023| 43 2.926) 4 |3.257 6 | 19 |.0055) .021 
2 13.12 7 £9 Ss 20 |.0047) .019 
£13.37 4 13.719) 4 3. foe) 4 |4.106 Gre 004s Oke 
2 13.77 Ase 2 pe sie 22 |.0039) .015 
2 14.20 4 |4.62 4 4.464) 34/5.053 6.1923 7120085/=2013 
% |4.66 Are le ieee Ae Sei Shoe 24 |.0031) .O11 
3 (4.9 33|5.428) 33 545 34/5.913 5 | 25 |.0028) .010 
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TABLE 4 


DIMENSIONS OF ROLLED BEAM SECTIONS 
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TABLE 5 


FLANGE UNIONS ON PAGE 61 


TABLE 6 


FRICTION OF WATER IN PIPES. ON PAGE 63 


TABLE 7 
FRICTION OF WATER IN ELBOWS ON PAGE 64 
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TABLE 8 


SIZE OF PIPE FITTINGS 


: Standard Wrought Iron 
Nipple Lengths. Pipe Couplings. Black or Caps. 
Galvan. 
Close. Short. Outside Dia.) Length. Length. Dia. 
Bele 1k i : 
1 a 12 11 15 
4 8 2 16 16 
ei i 3 13 
} } 1} Ids rt} I zs 
i 3 2 ly 3 3 1; 
21 
1 3 2 i 4 
| 1 24 2 } i 2 
13 i 23 2405 8 $ a 
2 eee 25 238 i } i 
23 23 3 335 3 1s Be 
3 2 3 333 3 3 4 
33 i 4 4x6 3 2 2 
5 
4 3 4 5ys 3 2 8 
Plugs. Bushings (Fig. 29). Locknuts, 
Length. | Side of Thick. Hex, Length. Hex. 
Length. | Square | Square | Hex. Across | Thread. | Thick. | Across, 
Thread. Head. Head. Head. Flats. (B). Flats. 
(A). (C). 
1 3 1 1 
8 8 4 4 
1 7 
n v6 t 3 £ $ 
5 
3 2 T6 s i i 3 is 1 
1 9 be 3 1 15 1 3 ak 
2 16 16 8 4 16 2 8 4 
yee 2 ie ee er eee ee ee 
7 
1 Z 16 6 8 ly 2 i6 13 
OD at oa ee Fat al ere got ee en ee tea 
13 1 3 
13 3 2 T¢ 3 13 16 2 8 
1 c 
2 1 is lis 3 23 3 2 3 
1 5 1 
24 Sua. (ane 5a) oa ie a fe ea 
3 14 $ 155 3 3 1 i 2 
eee al Se Sr ae eee oe na ea 
1 3 
4 13 3 13 2 53 1; 1 rt 
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TABLE 10 

_~DIMENSIONS OF PLAIN OIL CUPS (BRASS) 
Nom. 

Pic eames ord | Deo eH | hoe 
Thread. 
Lo} 

2 a" a ar i aa S. ee a Bee 13" ae 
Pablo iticcl:, leaalla ea erie peed eae abe ic 6 
geo aie 2 oe tee le Nice, ee eee 
io pe ee ea les ee geet ice (or eal ee ea 
TABLE 12 


SPLIT PIN OR SPRING COTTER 


B L Wire Gage No. B L Wire Gage No. 
32 3-2 13 1 1-4 4 
ea 3-2 12 pe 1-4 i 
$ 3-23 11 = jt! 
a 2-23 10 ik 3-5 
aoe Bera ml als cad 
AG To 7 Lengths vary by + up to 4” and by 
it a3) 6 iM SiromieZ tologe 
Ss 1-3 5 1 
TABLE 13 
TAPER PIN 
E Taper y;" per Ft, 
INPRO NTMI. Gog miod 0 1 2 3 4 5 6 ri 8 9 10 
D actual........|.156}.172).193).219) .250] .289] .341] . 409] .492 | .591 |.706 
D-apvOna seas z | ez | ve | oz | 2 |.de | aa | 38] 4% 38 | 
tebe eens acd |a-Laj sda 1a) f-2 |£-23|$-33)1-39/14-45)13-53|13-6 


Lengths vary by quarters between limits given. 
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TABLE 14 
SCREW THREADS AND BOLTS 


New STANDARDS RECOMMENDED BY THE MEcHANICAL BRANCH OF THE 
ASSOCIATION OF LICENSED AUTOMOBILE MANUFACTURERS ; 


| 
| | ee 
pst A 


LDLL74 


B refers to all nuts and screwheads. P=pitch of thread. 
d=diameter of cotter pins. 


2 
— =flat top. 
DX1.5=Ilength of threaded portion. 8 


TABLE OF DIMENSIONS 


D P A Ay B C E H if K d 
Zz 28 9 if YL 3 5 3 3 1 
4 32 32 16 32 64 16 32 16 16 
ae 94 21 od 1 3 5 15 7 al 
16 64 64 2 32 64 64 64 16 16 
gi) 94 13 21 5 1 1 9 1 3 3 
8 71 3 64 8 8 8 32 8 32 32 
Lt 29 3 5 1 1 21 1 3 3 
ze | 20 64 3 8 3 3 64 3 32 33 
a4 9 xb 3 3 1 3 1 3 3 
z | 20 | ie 16 4 i6 8 8 $ 32 32 
9 18 39 31 be 3 5 27 a 3 1: 
i6 64 64 8 16 32 64 8 32 8 
5 18 23 35 15 1 5 15 1 3 1 
8 32 64 16 4 32 32 8 32 8 
to 46 49 19 1 a Ee 33 Ht Ei i 
16 64 32 4 32 64 8 32 8 
3 16 13 21 af 1 1 5 9 cae 23 as 
4 16 32 16 4 32 16 8 32 8 
aay A 29 49 12 1 5 21 1 3 a 
8 2 64 4 4 32 32 8 32 8 
iT, Kh 1 5 3 zh 3 1 
1 14 1 8 lis 4 32 4 8 32 8 
1 5 63 5 5 7 27 Mt: 5 ot | 
tld 2 alas ea 13 16 32 32 32 33 $4 
1 1 3 13 5 7 15 7 5 £2 
ly 12 17 ly 1ié 16 32 16 32 32 64 
3 13. 13 3 1 71 i, 3 13 
15 12 1 1¢t 2 8 4 1x 4 16 64 
4 1 5 3 3 at 1 1 3 13 
iat ake lis 236 3 7 13 7 16 ry 


100,000 pounds per square inch tensile strength. 


High-grade steel 60,000 pounds per square inch elastic limit. 
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TABLE 15 
WOODRUFF KEYS 


SMALL SIZES 
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No. of Key D (G B No. of Key D (64 B 
ee Se ee ea ens 
2. 4 |,& | & | i |. | & | & 
ime eel econ estan | 
a es es eee ule mee ac 
ante Wes ese | er on ee eR 
6 | ¢ | & | & | w | a | & | Me 
7 Z 3 16 20 ly 33 ei 
8 i 32 i6 21 a 4 BE 
9 i 16 16 D z 16 ei 
10 3 32 16 E i 3 ea 
11 3 16 16 22 3 z 33 
12 3 32 16 23 3 16 32 
A 3 z 16 pis & 3 32 
13 1 is vs 24 $ i ez 
14 il aa is 25 $ vs sa 
15 1 z 16 G 2 3 ea 
LarcE Sizes 

No. of Key F E D GF B A 
26 18 133 8 v6 32 32 
27 32 133 23 z 32 32 
28 32 133 8 v6 32 32 
29 32 li 3 3 32 32 
30 3 36a 2 3 té i6 
31 g 36a 2 16 ié 16 
32 3 36a 2 2 16 16 
33 3 364 2 16 ie 16 
34 3 36% 2 3 is 1s 


Woodruff keys are shown on page 100. 
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BEARING PRESSURES FOR BEARINGS 
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Pressure in 
Pounfds 
per Square Inch. 


CrankgpimsporsMeanime NIACHINES 6. cic creo) x cdarere wie) scer steeae 4.005 ¢ odie cod cbeten-e 
Crosshead neck bearings (intermittent load)......................... 
Wrist pins (BES) CIN Mee otal eters SRO SiG Oe ee 
Crank pins (small engines), land Glowsspeed))immeen ite cot hl aun ee 


(marine engines) 2 SC. OIOIS Che 8.0 Ue eeACTO RE Rr Neem 
ae (land engines (fast)) 
ae torpedo-boats....... 
aS locomotives. ............ 
ee PASOlMoren siNeEP shee se oe ours ves: 


Main bearings (Gasolinevengines) 2. 2. ne se 
slow speed stationary 
ighyspeeGestatOnAlVin seh gee nays hye coe aaa eh 
marine (engine 5:4 /21 |) peer Rene cot to che amcclrcvron seine Ses 

CHEKCHAn terres cio sabe icdccante es aceteesan 
PUvaWReelesNahtADCauin Peep. rater olen /crcbore cra caso. ano trandiel cas eiaue cia loge ds 
HCO MULIEL SMEAR VCSReet te eiapera trie erence slay SOAs ree CUA we ousine we COMO UGA wile ot 
Heavy valine tshatg(prassiOr Babbitt) occ sree os bos Fees edge eas 
iehisinelshat th. (castarOmupearings)). << cecclsc vc. 6 occtts e ewheiwn dofare te, oe 
ninewnarh On PUM Metall DECATINGS. «<6 .:vo Scie gic ce ess.s vee /a'e us wean awmle cae 
Generatoriandrd ynamorbearingsenk es cache cc cGisiem eins Ge WO PG ce oS re 
Pivots, wrought-iron shaft on gun metal step.....................0-- 
Collar thrust bearings for propeller shafts....................0.00005 
Slides, cast-iron on Babbitt................. EPR Came oti Na Brew aye | eas 

e CASUMLOMAOUECASU aL NOUN eT toto eereennie eis iias oie siete awe ls Gide oes 


3000 
800-2100 
800-1000 
150— 200 
400— 500 
500— 800 
850-1000 

1200-1800 
350-1200 
350— 400 


ABE ly 
COEFFICIENTS OF FRICTION 


Cast Iron oN Bronze, 720 Fret per Minute. (THurston.) 


Oils Pressure per Square Inch 
16 Ibs. 48 lbs. 
SPB tly ENR les ecscisen cc Cv entrere tes Oe wee ae Sie et ea 0.138-0.192 | 0.077-0.144 
Olivewcotton=seed, Tapes een] ak eae ee 0.107—-0.245 | 0.079-0.131 
Cod and mhenhaden WES ORE POR ONS, coy vine N ES 0.124-0.167 | 0.081-0.122 
Mineral eer eye tte bias. Nici nn cs See 0.145-0.233 | 0.094-0.222 
COEFFICIENT OF FRICTION OF VARIOUS SURFACES 
Surfaces Coefficient of Friction 
NVOOCEOTENOOGEAL YA mee wayNtie ins raee nee car aerobic 0.25-0.5 
ce SLOPE OTS ea Matera aaa cet Emme ee 0.2 -0.04 
Metalsromadnyawood! (Oaks) Snr oars merece cei srs were 0.5 -0.6 
Se WV ELRVTO OCS (OAKS) Maran teen Wa criar Pitetere eran: 0.24-0. 26 
He: OAD Vistar eg eM ha te ein ates oe O22 
ae on metals liner, cost cence hemicee scot ier nic Air tr Meroe 0.56 
bc Sea SCAB cute Rao Gene nC pee nae: ie eater: 0.36 
a be aS PONS Mie ee at aes Nea ne 0.23 
ae ut OURO wneareceieantr sare ee a 0.15 
Metalsronumetalssdrysms a eahaenisrscm tens «cde eateries 3 0.15-0.2 
Oe ef Wel eee we tise eat hash ce cca aera 0.3 
Smooth surfaces continuously greased.............. 0.05 
es gu estrresulisheunariss ies ok croc 0.03-0.036 
eather ony Oalknern ei tara telus pale stile se soar ere antas 0.27-0.38 
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TABLE 18 
WEIGHT OF SUBSTANCES IN POUNDS 
Cubic Inch Cubie Foot. 
BYassi ay Sch ies ene 0.3 520 
Bronze... 9. 2enk ee eae: 0.319 552 
Brrcka (Comm On) hye eee 0.064 112 
f(A E) 52 ssa ee eee 0.08-0.09 140-150 
COppelss .h.4 hc eA nee tetas 0.318 550 
Cast Irons. 2 3 ee ee ee 0.26 450 ° 
Harthiyiu 5 lp eee eee 0.046 80-100 
GIaSS Fei. ec Ce ees 0.095 165 
Granite scsi hak eee era 0.092 160-170 
Teanga Aa. can ee ee ne 0.411 710 
Saiidt rs S63 eat ae ney area os 0.052 90-106 
Sand Stones’. So tee ate ete bene ce 0.08-0.09 140-150 
Stéell c5 ia So eee ee eee rey ott: 0.283 490 
TiraperO ck: 3. ss ccreier meee ne toe mee Onu 170-200 
Wt beirrtes sae ye cee naar iene Aan 8 0.036 62.35 
WWATOUTE I ROTA ooh shoe toon nc do atote ek 0.282 490 
ZAG Seren Secs oe oR een ee REP Nee a 0.248 428 
TABLE 19 
MEAN STRENGTH OF MATERIALS IN POUNDS PER SQUARE 
INCH 
Tension Compression. Shear. 
Wiroughtmronew eee 55,000 50,000 45,000 
Wasthnonikeesn- tps tac ao 18,000 90,000 11,000 
Cast OLassant nea acres te 18,000 10,000 
SLCC leans. eae aa eee meee G55 OOO Rats eaeerseeee cere 48,000 
COME oan ctiaenass tele ree ee 9000-12 ,000 3000-18,000 
IBTICke ete aeicrneeertae bicos 280-300 800- 4,000 
TABLE 20 
FACTORS OF SAFETY (Averace) 
Factor For. 
Live or Varying 
F Load Producing In Structures 
Material. int ee peed 
ea oad, to Varying 
Equal alt. Loads and 
f 
Lee hep t | Se 
Kinds 
Castaronighien,. ve ete ee 4 (6) 10 15 
Wrought iron and steel...... 3 5 8 12 
PIS WeLewer = pec o tice racer Wf 10 15 20 
Brickwork and masonry... .. 20 30 
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CHAPTER I 
WORKING DRAWINGS 


1. Working Drawings are divided into two general classes, 
viz.: Assembly Drawings and Detail Drawings. 

The assembly drawing shows the machine with all its parts in 
their proper position in the machine. A few of the principal 
dimensions are given and the parts may be indicated by dis- 
tinguishing marks as A, B, C, etc., to serve as a guide to the 
erector of the machine. The overall dimensions are serviceable 
in determining the space required for setting up the machine. 

Detail drawings give minute particulars regarding the form 
and construction of each part of a machine. They are usually 
drawn to a larger scale than assembly drawings and are sent 
into the shop for the use of the workmen. Consequently, they 
are often called shop drawings. 

An example of an assembly drawing is the globe valve in 
Fig. 180, facing page 283. 

Detail drawings will be found on nearly all the plates in these 
notes. 

2. A Detail Drawing is one which contains all the informa- 
tion the workmen may need who are concerned in the making of 
the object delineated. It may be a sketch, or an isometric 
projection or an orthographic projection made on paper or cloth 
in pencil or ink, or it may be in the form of a photographic print. | 
Orthographic projections only are referred to in these notes. 
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Above all things a working drawing should be clearly made 
and self-explanatory so that no questions need be asked regarding 
the object represented. All the dimensions should be clearly and 
accurately shown, the material of which each part is made 
should be stated and the finish required on the different surfaces, 
also the number of pieces required of the drawing shown, the 
sizes and kinds of holes, etc. If the drawing is to be used by 
several workmen in the various stages of manufacture of the 
object drawn, the information which one workman may need is 
often of no value to another. The pattern maker may need some 
instruction and dimensions which the machinist does not need 
as he has the object itself to work on. However, the drawing 
must give him the proper information as to what work he shall 
do on the object. 

A drawing should be neatly made and the notes printed 
on it should be in a clear legible style of printing. Many a 
drawing has been spoiled in appearance by the printing on it. 

3. The steps to be taken in the making of a working draw- 
ing may be presented as follows: 

(1) PENCILLING ON PAPER. 

Layout of views, blocking in, completion of outline, dimen- 
sioning, lettering. 

(2) TRAcING ON CLOTH. 

(8) DupiicaTION OF ORIGINAL, by photo printing. 

Under (1), more in detail, we have the following: 

(a) Choice of views; 

(b) Choice of scale and size of paper; 

(c) Location of views on sheet; 

(d) Center lines of views; 

(e) Drawing of principal lines in all views; 

(f) Drawing of other or secondary lines in all views; 

(g) Location of bolts, keys, shafts, ete.; 

(h) Dimension lines, extension lines, arrows, dimensions; 
(¢) Section lining, notes, title, border, trimming line. 

Under (2), tracing is comprised: 

(a) Stretching cloth over pencil work, powdering cloth; 

(b) Inking in circles, ares, irregular curves; 

(c) Inking in horizontal lines with T square and vertical 
lines with triangle; 

(d) Inking in inclined lines, shade lines (if desired) ; 
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(e) Dimension lines, extension lines, center lines; 
(f) Arrows, figures, notes, title, section lines, border, 
trimming, cleaning. 

Do not ink in more views on tracing cloth than can be finished 
in a day. 

All the drawings comprised in these notes can be drawn on 
nvewsizesvorspaper..- No. 1, 87 105’’, No. 2, 11X15; No.3; 
22" 15": No. 4, 2027's and No. 5, 4027”. 

The dimension first given is the side of the sheet to be placed 
horizontal. Nearly all the objects can be drawn on the first 
three sizes of paper. 

Before commencing to make a drawing find out how many 
views are required of the objects to be drawn, the scale of the 
drawing, and how much room each view will need. Draw in 
the center lines of each view as fine, light, continuous lines. 


SCALE OF DRAWING 


4. Scales. In laying off the dimensions on a drawing which 
is not full size, it is customary to use scales which are made to 
correspond to the size of drawing which is wanted These scales, 
although reduced in length, are always divided like a foot rule. 
Thus a quarter size scale is represented by 3 inches divided into 
twelve parts to represent inches, and these inches divided again 
into sixteen parts to represent sixteenths of an inch. When the 
dimension is laid off by this scale it is spoken of always as the 
full size dimension. 

In reducing to half size it is customary to use the full size 
scale and consider each half inch as if it were an inch, each eighth 
as a quarter, each east as an eighth, and each thirty-second 
as a sixteenth. 

In order to lay off 233” half size, count off two 3’ spaces, 
six 7’’ spaces, and one 33”" space just as if each half inch was 
marked 1-2-3, etc., instead of the inches. See Fig. 1(B). Never 
divide the full size dimension by two to lay it off half size, but 
make the scale itself do this and always think and talk of the 
full size dimensions. 

The triangular scales, which are called architects’ scales, 
have two reduced scales at each end of each edge except the edge 
which has sixteenths on it. Each of these scales is marked at 
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each end by a number, as 3, 14, 3, 3, etc., meaning that the scale 
so marked has 3”, or 13”, or 2”, divided in the same manner 
that a foot rule is divided, viz.: into twelve parts and each of 
those parts subdivided into halves, quarters, and eighths. Only 
one space of 3’’-13’’, etc., on each scale is divided off into sub- 
divisions at each end of the ruler, but each division of 3’-13’-2”, 
etc., length is marked with a number to correspond to the 
number of that division counting from the subdivided division. 
Fig. 1 (A) shows a scale of 14’’=1 foot, which is an eighth size 
scale. One foot, 62’’, is shown laid off on this scale. When taking 
dimensions from a scale, lay its edge along the line to be measured 
and mark the distance with a pencil or needle point. Never use 
the scale as a ruler for drawing lines. The scales commonly 
used for machine drawing are: Full size, half size, quarter size, 


13" 
ar 


pet 
/- 65 


Fie. 1 (A). 


and eighth size. The scale used should always be noted on the 
drawing, as indicated above or as follows: 6” =1’, 3” =1’, 13” =1’, 
tae li etc. 

Use full size scale if possible or advisable, if not, use half 
size, quarter size, eighth size, twelfth size, etc. All of these 
reduced scales will be found on the triangular architect’s scales 
commonly used in draughting offices. All views of the same 
object must be drawn to the same scale. Different objects may 
be drawn to different scales on the same sheet, but the scale 
should be noted in each case which differs from full size. 

5. Blocking in. After locating the principal center lines 
of the views the outline is built up around them by putting 
in the principal lines in each view, then secondary lines. Draw 
straight lines first then the curves which join them. Circles 
can be put in first where they are principal lines. Work all 
views of one object at the same time, and divide the work into the 
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constructive and finishing stages, the former consisting of light 
lines, the latter of heavier lines over the light ones. The lines 
drawn during the second stage, the arrows, the dimensions, 
and printing will show more clearly and can be traced with 
less strain on the eyes if a softer drawing pencil (HHHH) is 
used than the one used (6H) during the first stage. 

Use a conical pencil point for the finishing stage and do not 
sharpen it to a prick point when making arrows and figures. 

The shaft coupling of Figs. 1 and 2 shows how the lines are 
drawn in the two stages and how arrows are made before putting 
in dimension numerals. 


Pulley Coupling Pencil Layout Section of Pulley Coupling 


iGee ls Fie. 2 


Dimension lines are fine continuous lines broken to allow 
the dimension to be inserted. The arrows touch the lines to 
which the dimension is measured. These may be lines of the 
drawing or extension lines drawn from them. See Fig. 3. 

6. A section of an object is often shown instead of an outside 
view. It is obtained by a plane which cuts the object in such 
a direction that the section made shows the interior more clearly 
than the outside view taken from the same position. The material 
cut by the section plane is cross hatched or section lined by 
drawing parallel lines across it. These lines are drawn at 45° 
to the horizontal and from 3'0” to #”’ apart, depending on the area 
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and scale of the section. Various combinations of light, heavy, 
and broken lines are often used to designate different materials, 
but there is no universal standard. The standard, sections of 
the U.S. Navy Dept. are shown in Fig. 4, page 27. “The safest 
way to indicate the material is by a note on the drawing 
giving the material of which each part is made. 

Sections of parts of a machine cut by the same plane, whether 
of the same or of different materials, which touch, should have 
the section lines slant in opposite directions. (See section of 
pulley coupling, Fig. 2.) - 

When the scale of the drawing is much smaller than full 
size and the material cut by the section plane is thin, as the 


SS 
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+ 
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Extension lines fine 


Fic, 3—Specimen Drawing. 


2 4 uf 


Dimension lines very fine 


plates of a boiler or tank, the section is often blacked in as shown 
in Fig. 5. 

Breaks are often made in a long bar to reduce its length on 
the drawing as well as to indicate its general shape. Such 
breaks as are conventional and standard are shown below in 
Fig. 6. Cylinders are generally represented as in (A) and (B) 
and pipes at (A), (B), and (C). 

7. It is not customary to section every part lying in and 
cut by the plane of a section. The exceptions which are not 
section lined are bolts, bolt heads, and nuts, screws of all kinds, 
shafts, keys, rivets, oil cups, pipes and all cylinders whose axes 
lie in the section plane. If the section plane cuts the axes of 
the parts mentioned above, at right angles, then the part cut 
is section lined. Arms of pulleys and gears are not sectioned 
when the section plane contains the axis of the arm. Keys and 
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gibs are section lined 
only when cut by planes 
perpendicular to their 
greatest length. 

8. Arrows on draw- 
ings should be put in as 
soon as the dimension 
and extension lines have 
been drawn. Make 
arrows by two strokes 
towards the point. Make 
them sharp pointed and 
black, with the barbs 
close to the shank and 
not spread out, and use 
a cone pointed pencil. 
The arrows point away 
from the dimension 
numeral except in 
crowded spaces when 
they point towards it. 

Arrows always touch 
the extension lines on 
the outside as in (D), 
fe. 7, and in Fig. 2 
of the pulley  coup- 
ling, or on the inside 
asin (A), (B), (C), of 
Fig7. 

9. Dimension nu- 
merals are put in after 
the arrows are made. 
They should be clearly 
made and rather blacker 
than other lines of the 
drawing. See Fig. 8. 

The style of numeral 
should be open and 
made as shown in Plate 
2 last line, or in Fig. 9 
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Boiler Plates Plate 
Fig. and Angles 
Fig.2 
I Beam 
Fig.3 
Hie: 5. 
I Beam Channel! Angle 


Rolled Sections 


By a 


Rectangular Bar Cylinder 
1 Se stile 
GLUE Y : 
Cylindrical Pipe Cylinder 
Fria. 6.—Conventional Breaks. 
} . ° . . 
(A) — 3’ Dimension Line Continuous 
(B) k--------- 3" ---------- Dimension Line Broken 
// : ; : ie 
(C) PY Arron only i an Like MS ae aa 
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(E) 
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Fic. 7.—Arrows and Dimension Lines. 
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Fic. 8.—Sample Drawing. 
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line (B). On a full sized drawing the numerals should be about 
g high and fractions about 3’’.. All numerals for horizontal 
or vertical dimensions ese oh placed to read from the bottom 
or right hand side of the drawing when the person reading is 
facing the bottom or right hand edge of the sheet respectively. 


abcdetghijkimnopgrstuvwxyz. Ay 
beat Ga yy, ee erage baht 
BG YZIASEZB YO (©) 

cdefghijklmnoparstuvwxyz ©) 
abedetghiigmnoparsiuywaye (D) 
abcde Klmnopgrstu Va 
UN ea a ase Fae. detighy TMS SULLA) 
WXYZ. 

Fie. 9. 


Oblique lines should be dimensioned to read from one or the 
other of these two edges. Fig. 10 shows how to place the figures 
for the lines in various positions which occur on drawings. 

10. The dimensions placed on a drawing should be expressed 
in inches and common or vulgar fractions up to 24” and in feet 
and inches above that. When 
fractions of an inch are used the 
denominators are usually multiples 
of 2, 4, and 8, as 2, 4, 16) 32) 6a 
The numerator is always a smaller 
number than the denominator. The 
division line between numerator 
and denominator must always have 
the same direction as the dimension 
line belonging to the fraction, as 
3, om, mo, never 3/4, <. The Wie 10" 
fraction should always be reduced 
to its lowest terms, that is, 14 should be j and 4% be 3. The 
dimensions on a drawing bear no relation whatever to the scale 
of the drawing. They are always full size and nothing but full 
size dimensions are ever spoken of or ever written. 

When dimensions are expressed in feet and inches a dash is made 
between the feet number and the inches number, as 4-63” and if 
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there are no inches to be expressed a cipher is made in the 
inch place as 6’-0”. Avoid fractional numbers in long distance 
measurements. If the distance between two principal centers 
should happen to be 6’—7}4” very likely 6’-72’” would answer as 
well, or even 6’-8” might be used, but if it is the sum of several 
dimensions it must not be changed. Dimensions are always placed 
on dimension lines, never on a line of the drawing outline. 

11. Special forms of dimensions are shown in Fig. 11. 
Numerals which are located on surfaces crossed by section lines, 
are placed in spaces and are not crossed by the section lines. 
See the coupling of Fig. 2. The longest dimensions of an 
object should be placed farthest from the object, the shorter 
ones nearest to it, as in Fig. 8. 


Fic. 11.—Special Dimensions. 


Diameters of circles are usually given instead of radii. If 
the radius only\can be shown when a diameter is wanted, the — 
diameter numeral is given with a small (d) written after it and 
one arrow head is shown touching the part of the circle which is 
visible, as in (M) Fig. 11. In a view half in section the dimen- 
sion is given as shown at (N) 7d, and 142’d. Arcs of circles 
have their radii given as at (L) or at (K). On pencil drawings 
a small free-hand circle is made around the center of the arc 
to assist the tracer in finding it. When a tube is shown in section 
as at (J) a question might arise as to whether the arrows touched 
the inside or outside of the tube. This is obviated by placing 
the arrows for the outside dimension on the outside of the tube 
those for the inside on the inside. 

12. Holes in circular flanges are located on a circle called 
the bolt circle whose diameter is always given. The distance 
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from this circle to the outside of the flange should also be given, 
especially if the flange is a turned one. (P) of Fig. 12 shows 
such a flange. (Q) of the same figure shows how holes are located 
in a plate by giving the distances from adjacent edges to the 


Holes in Plate 


State whether Holesare 
Tapped or Drilled 


Fic. 12. 


centers of the holes. Whenever it is necessary to express dimen- 
sions for extreme accuracy as in thousandths of an inch, they 
are expressed in decimals, as 1’’.3278. For cut gears the outside 
diameters are often expressed in this way, also on work which 
is turned or ground either for force, shrink, or running fits. 

In the following Fig. 13, is shown a working drawing of a 
crank shaft for a triplex power pump. 


-f-allover 
Pee UA Ma 
42 Detail of Crank Shaft Led th orb oft 
9"«12" Triplex Power Pump 
Scale: 6° I' Mar 10-1911 


978 
Fig. 13.—Sample Drawing. 


13. Explanatory notes are placed on a drawing to supple- 
ment the information given by the dimensioned outline of the 
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object. They comprise such information as the name of the 
object, the number wanted, the material of which it is made, 
the kind of finish desired, whether holes are to be drilled, bored, 
tapped, or reamed, or if cylinders are turned, ground, polished, 
etc. The weight of an object or the area of an irregular opening 
or a note indicating certain assumptions, is often very useful 
information to one who is called upon to pass on a drawing. 

14. Abbreviations in common use on drawings are given below. 


MATERIALS: 
C. I. =cast iron, Med. S. =medium steel, 
W. I.=wrought iron, Mal. I. =malleable iron, 
St. =mild steel, Bz. =bronze, 
T. S.=tool steel, Br. =brass, 
M. S.=machinery steel, Bab. =babbitt. 


S. C.=steel castings, 


OruEeR ABBREVIATIONS: 


Pes. = pieces, Sq. =square, 
Pi. =pitch or threads per inch, Hex. = hexagonal, 
ft. =feet, Oct. =octagonal, 
in. =inch, D, d, or diam. =diameter, 
ins. = inches, Ig. =long, 
R=Radius, cyl. =cylinder, 
r=radius, T =teeth, 
Thds. = threads, O”’ =square inch, 
D. P. =diametral pitch, OO’ =square feet, 
P. D.=pitch diameter, ° =degrees, 
f=finish, H. P. =horse-power, 
‘=feet, K. W. =kilowatts, 
‘’=inches, cm. =centimeters, 
R.P.M. =revolutions per minute, B. & 8.=Brown & Sharpe, 
m/m =millimeters, Se. =screw, 
m =meters, Std. =standard, 
U.S. St. =United States Standard. A.S. & W.=American Steel & Wire 
Hd. =head, Gauge. 


B.W. G.=Birmingham Wire Gauge, 
C. to C.=center to center, 
C. to E.=center to end. 


Suop OPERATIONS are marked as follows: 
3/2. 3/7 


pipe tap =thread this hole to fit a ?’’ pipe thread, 


NIK BI 


" tap =thread this hole to fit a 3’’ screw thread, 
zg tap-10 =thread this hole for a 3’’ bolt having 10 threads per inch, 
2”" drill =drill this hole #’” diameter, 
3”’ bore =bore this hole to 3’’ diameter, 
4” turn =turn this hole to 4’ diameter, 


1” core =use a core 1”’ diam. for this hole. 
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15. A finish mark is used on a drawing to indicate a surface 
which is to be machined. It consists of a lower case f placed 
on the line which shows the edge view of the surface to be 
finished. The cross bar of the f makes a slight angle with this 
line as shown in Fig. 12 preceding. The degree of finish desired 
is expressed by the word scrape, buff, polish, grind, etc., placed 
parallel to the line denoting the surface. If the object is entirely 
machined the f marks are omitted and a note is placed below the 
object, viz., —f-— all over, as in Fig. 13. 

The allowance required on the pattern or forging for material 
which is to be cut away in finishing is left to the judgment of the 
pattern maker or blacksmith. The dimensions given on the 
_ drawing are those of the finished object. 

16. Titles. Every drawing sheet should have a title on it 
containing more or less information regarding the object or 
objects thereon delineated. This title is nearly always placed 
in the lower right hand corner of the sheet to facilitate finding 
the sheet when placed in a drawer with other drawings. It 
should contain the following matter: 

. The subject matter on the sheet, 

. The person or company for whom the drawing was made, 

. The scale of the drawing, 

. The date of completion of the drawing, 

The name of the draughtsman, 

The name of the person who checks or approves the work, 
. The filing number of the drawing, 

. The number of the sheet and the total number of sheets 
in the set. 

As the drawings of an elementary character in a school or 
college are made for the school, it is advisable to substitute 
the school name for No. 2, of the title. The remainder of the 
title is approximately the same as that above. 

In the layout of a sheet the space necessary for a title should 
be determined and the views placed so as not to encroach on 
it. A space of three inches by five inches ought to be sufficient 
for a title on any one of the plates in this machine drawing work. 
This space will be in the lower right hand corner of all sheets 
just inside the border line. A border line will be drawn one-half 
inch inside the edges of the drawing paper. It is not necessary 
to make this line elaborate on machine drawings, therefore a 
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single continuous line will be sufficient. A few titles are shown 
on Pl. 1, as well as the form of title recommended for students 
in the Sheffield Scientific School. 

17. A shop bill or bill of material is often placed on the 
drawing instead of on a separate sheet. A bill of this sort gives 
the name of each part of the machine which is represented on 
the sheet, the material it is made of, the number of parts of each 
kind required to help make a complete machine, the mark of 
each part, and any data conveniently expressed, as the length 
of a bolt, its grip, location in the machine, etc. 

Such a bill for a cast iron shaft coupling might read as follows: 


Birt or MATERIAL 


Pcs. |Name of Part} Material. Mark. Dimensions. Remarks. 


2 | Flanges C.I. (1) or F 

1 | Sunk key | Steel PA) Oe IK hs 
1 |Sunkkey | Steel | (8) or Ky | 3’ 
4 | Bolts Witla Hex hay 27 
(U.S.St.) Hex. nut 


‘ wide, 2/’thk., 4’ Ig. 
‘wide, 2” thk., 32” lg. 
‘ diam., 2’ grip, 22” lg 


For a screw cap stuffing box: 


Brut oF MaTeriau 


ioc of Name of Part. Material. Mark. Remarks. Finish. 
1 Screw cap Brass Cy Casting 
1 Gland Brass PF Casting 
1 Casing Brass A Casting 


18. Lettering and Printing. A drawing will not attract 
favorable attention unless it has good printing or lettering on 
it. It may be inaccurate or poorly drawn, but if it is well 
lettered the untrained eye unconsciously judges it by this. On 
the other hand a drawing may be accurate and the lines well 
made yet be condemned by careless or unsightly lettering. _ 

Drawings for machine shops, pattern shops, forge shops, ’ 
etc., do not require such elaborate titles as one finds on maps, 
nor does the lettering need to be made with instruments of pre- 
cision. Free-hand printing, if well made, is good enough for 
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Title suiti ble tor a school drawing. 


; | DETAIL 
3 Flanged dhat? Coupling ae 
ME Dept Sheffield Scientiie School “MAT a ERO TA Te 


Yale Univers ity 


SOKW OC Generator 
Westinghouse Fleciric tg Mtq. Co. 


Scale half size 


4Yov 20, 1/902 
Drawn by 0D. Swift — Class of 1912 ME. 


Scale 6=/' — Yan.//9/2. 
Approved by. 177__— PI. of (20) PIS. Drawn by pad by 
Approved by________ 10742 ie 


326" 
pe Lee eed 


bridge 520 Ly9 Kun, Evansville, Sirizona. 


I. K. and T. Ry. M00LE Dy. 
3 Spans, Single Track, Through 17§*0'c.c.£nd Fins. 


7OP CHORDS s#vo END POSTS. 
Scole ¥4'e/f? 


AMERICAN BRIDCE CoO., 


EDGEMOOR PLANT. 


*"MNOM*ADGIN NOS ATLL 


A. B. Co. Contr. No...232___... In Charge ot Wilson... 
Made we pec ae eoesesae pate_2/25/20 Rev....9130.._ 
Checked by- PER ae nee pete 2/: 2 oe nee 


ORDER No.A230 “SHEET No. /2__ 


Ld 


standard fille of American Bridge Co. 


SIDE, ELEVATION 
CARRIA Ge ror O/X INCH BL RFLE 


DRAWN UNDER THE DIRECTION OF CL: CW-LARNED 


CADET QRIMTHER_ 


Dec. 1903. 
Title used af U5, Mililary Academy 903 
PLATE 1.—TIT Es. 


Scale, 1:6 
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notes and titles on shop drawings, besides taking much less 
time and skill to make. The following system is recommended 
for beginners and will give good results with a little practice. 
It applies to lower case letters. The curved letters are based 
on the letter (0) which is made with one stroke of the pen or 
pencil as in making a cipher. The other lines of this system 
are either horizontal, vertical or slightly inclined from the vertical. 

The body of certain letters as a-b-d-g—p-q is a complete 
cipher with a straight line added for a—b-d—p and straight line 
ending in a curve for g and g. The c-e and x are incomplete 
ciphers the (e) having a horizontal line added. The x is com- 
posed of two incomplete ciphers touching at their sides with 
openings opposite their common tangent point. The letters 
n—-m-r—s—u and y are modified ciphers with straight lines added. 

The other letters f-i—j-k—I-tv-w-z are straight lines to which 
we add curves in f and 7. No other “ tails” or lines are added 
at top or bottom. 


abedetghykinnopgretuy wx Zz. May 
rbot het G Tip abe st bet 
ee YZAASERZB'YO (B) 
defghij klm felcalede eee) e 
socdetghiiimnoparstuywayz « 
abcde j LISA Grong 
WCU. ANA MLOPGQIITLV () 
we ighyelmnoparotid &} 
Fira. 14. 


Fig. 14 (A) and (B) show these letters in the finished state 
as well as in the process of making. This alphabet may easily 
be varied by changing the slope of the letter as in (C) which 
is vertical and (D) which is back hand, or by changing the 
normal spacing of the letters to the extended spacing as in (£) 
or the compressed as in (F). 

19. The capital letters shown at (Z) and (F) on Plate 2, give 
an idea of the Gothic type suitable for use with the above system 
of lower case letters. The inclination with the vertical is about 
3 to 8. The other styles of lettering on Plate 2 are more fancy 
and more frequently found on architectural drawings than on 
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machine drawings. (A) and (B) are especially used on work 
of an architectural type. (C) and (D) are used in titles and 
notes where lower case letters are not desired, all the letters 
being small capitals. 

Attention is called to the figures in alphabet (A) and (F) 
and the method indicated for making the lines which compose 
them. These are numbered in the order in which they are made. 

20. The beginner is recommended always to draw limiting 
lines or guide lines with the T-square for the tops and bottoms 
of ail letters and especially for lower case letters. These lines 
should be drawn so fine, with the pencil, as scarcely to be visible, 
otherwise they will mar the appearance of the printing if left 
on the drawing. 

Lower case letters should be from 35” to 3” high and the 
capitals which accompany them about ¢%”’ high to 3%’, depending 
on the scale of the drawing and the character or importance 
of the note. Use a conically pointed pencil for all lettering and 
not of too hard a grade, 2H to 4H being hard enough. Too 
sharp a point is not advisable. Beginners will find it much easier 
to make good looking printing if they do not attempt the vertical 
style, for it very difficult to make all straight lines vertical and 
any line out of the vertical is at once detected. 

21. In the making of a title certain words are more important 
than others and require larger letters to give them more prom- 
inence. Usually the name of the object delineated on the sheet 
of drawing is the most important portion of a title. The scale 
and date being of least importance are in the smallest type. 

Intermediate sized letters would be used for other information 
such as name of machine of which the object drawn was a com- 
ponent part, name of concern building the machine, name of 
draughtsman, chief engineer, checker, etc. As a means of giving 
prominence to a word, wide spacing is often employed, also 
large or black faced letters. As an illustration take a title 
composed of the following: 

Detail of armature shaft for 30 K.W. generator for the 
Westinghouse Electric and Mfg. Co. Seale full size. Jan. 1, 
TOM Grawacby emcee tACeCUDY... eee approved by..... 
sheet...of....sheets, No. 10,480. This will be found on Plate 1. 

The student who wishes to study the subject of lettering 
still more is advised to consult such books on_ lettering 
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as Reinhardt’s ‘“ Freehand Lettering,’ Daniell’s ‘ Freehand 
Lettering,” and Jacoby’s Textbook on Plain Lettering, in 
which the spacing of letters, arrangement of subject, width of 
letters, styles of alphabets, etc., are treated at length. In many 
large manufacturing plants the titles are printed or stamped 
on the drawings and the draughtsman fills out the blank spaces 
as needed for the special sheets. . 

22. Shade Lines are used to make the object drawn appear 
in relief or stand out from the paper. Shade lines are heavier 
than the ordinary lines of an unshaded drawing while the lines 
not shaded are lighter to produce more of a contrast without 
requiring excessively heavy shade lines. Shade lines are the 
dividing lines between the lighted surfaces and shaded surfaces 
of the object when the parallel rays of light come from above 
the upper left hand corner of the drawing board at an angle 
of 45° with the plane of the paper. Each view is shaded inde- 
pendently of the others but the light rays come from the same 
direction always. All surfaces in the plane of the paper or 
parallel to this plane are considered as lighted. Vertical surfaces 
are either lighted or dark depending on whether the rays strike 
them or not. An inclined surface may or may not be lighted, 
depending on either the angle of its slope with the plane of the 
paper or whether it is cut off from 
the light by an intervening part of 
the object. 

One rule for shading commonly 
used is to shade the lower and 
right hand edges of a surface. 

The following Fig. 15 will illus- 
trate the use of shade lines to 
represent depressions (B and D) 
and projections (A andC). A circle 
is shaded after drawing a light 
circle, by moving the compass point 
along a 45° line zy away from the Front View 
center of the circle a distance equal Hid. 15 Shadeslines: 
to the thickness of shaded circle 
desired. Without changing the radius draw a semi-circle to 
join the original circle at z and z, Fig. 15. 

The shade lines of a hole are made heavy outside the hole 
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in order to preserve the original diameter and enable the dimension 
to be given inside. The opposite is true if the circle represents 
a cylinder. 

23. Bolt heads and nuts are shaded in various ways, but 
Fig. 16 represents average practice in this respect. Other plates 
such as the straight arm pulley, eccentric and strap, cross-head 
end of connecting rod, and bearing box, are examples of shading. 
Detail drawings are not shaded as a rule but assembied machines 
or “picture” drawings are often treated in this manner. It 
takes more time and often is not worth the trouble, although 
it greatly enhances the clearness of a drawing in the eyes of 
persons who cannot readily read drawings made by orthographic 
projection. 


LEN 
A 


Shade Lines on Hexagon Nuts 


Fia. 16. 


24, Tracings. Whenever it is necessary to duplicate a drawing 
which is drawn in pencil it is the custom to use some form of 
photo reproduction, which requires an original drawing to consist 
of opaque lines on a transparent background or the reverse. 
The background material employed is cloth or paper, which 
has been rendered transparent by a preparation of wax or paraffin. 
A drawing on such paper or cloth is made with India ink and 
is called a tracing, because it is generally made by placing the 
cloth over another drawing and tracing on it the lines which 
show through from the drawing beneath. As it is sometimes 
difficult to see through this transparent paper or cloth it is 
sometimes advantageous to make a pencil drawing directly on 
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the tracing cloth and then ink over the pencil lines. It makes 
it easier on the eyes and saves paper. 

To obtain copies from a tracing, it is placed in a frame, in 
contact with sensitized paper and exposed to the sunlight or 
strong electric light for several minutes. The sensitized paper 
is then washed in water or some chemical solution which dissolves 
the chemical in the paper which was protected from the light 
rays by the lines on the tracing and we get white lines on blue 
ground or black ground. These are known as blue prints or 
black prints, and serve for shop or field use in engineering work. 

The prime requisites for a tracing are clearness and opaqueness 
of outline. Light thin lines on a tracing produce faint lines 
on a blue print and may even disappear if the exposure to the 
light rays is too long. A poor tracing will never give a blue 
print of as good quality as the tracing, always worse. 

25. In the making of a tracing, always observe the following 
points and rules: 

Tracing cloth is always used in preference to tracing paper 
because it is tougher and endures rough handling. 

It comes in rolls and always has a tendency to curl up when 
unrolled and cut in sheets. This is due to the rolling in a roll 
and to the fact that the transparent substance makes it curl 
up on that side on which it has been applied, called the smooth 
side. If the inking is done on the smooth side, the tendency 
to curl is still further increased, but if the dull side is used the 
tendency to curl is diminished and the tracing lies flat. 

Pencil lines are easily made on the dull side, while on the 
smooth side it is almost impossible to make them. This accounts 
for the use of the dull side in all shops where the tracings have 
to be “ checked,” or corrected. The only advantage the smooth 
side has over the dull side is the doubtful one of lending itself 
better to erasures. Inking is more difficult as the ink is more 
apt to run on the smooth side. At any rate the dull side is 
recommended to all beginners, especially in technical schools. 

26. The tracing cloth is stretched on the drawing board over 
the drawing to be traced, dull side up. Place a thumb tack in 
the middle of the top edge on large tracings and run the hand 
down over the cloth to the middle of the bottom edge where 
another tack is placed. Then place a tack in each corner after 
first sliding the hand towards the corner from one of the center 
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tacks. The cloth should be large enough for a margin outside 
the border line of the pencil drawing. 

The cloth is now treated to a sprinkling of chalk or magnesia, 
which is rubbed in with the fingers or a cloth to remove all oily 
spots which might prevent the even distribution of the ink. 
This powder is carefully wiped off with a cloth, leaving the 
surface free from powder and ready to receive the ink. Do 
not use too much powder. As tracing cloth does not take ink 
in the same manner as drawing paper it is recommended to try 
the drawing pen on a scrap of tracing cloth before beginning 
on the work of tracing. Do not aim to save ink on a tracing 
but make heavy lines without attempting to shade them. Draw 
large circles first, small circles, irregular curves, all in some 
systematic manner, as from the top of the sheet downwards 
or from left to right. Do not ink in circles or curves on more 
views than you expect to complete on the same day, for tracing 
cloth has a way of absorbing moisture which makes it expand 
in a disconcerting manner, throwing centers and lines out of 
true with the drawing beneath. 

Horizontal lines are then drawn with the T-square, working 
down from the top of the sheet, then vertical lines are drawn 
with the triangle by moving it along the T-square blade from 
left to right. Draw straight lines towards the curves they are 
to join. Ink in inclined lines in all directions and, then finish up 
any lines relating to the outline of the object such as breaks or 
lines to be drawn with a writing pen. 

27. We now come to the lines on a drawing other than the 
lines bounding the object. These are center lines, dimension 
lines, and extension lines, all drawn with a straight line drawing 
pen. They can be drawn either with red ink or with black ink. 
Drawn with red ink they are continuous, that is, not broken. 
When drawn with black ink they are made as follows: Center 
lines are very fine and are continuous or dot and dash lines. 
The latter lines are composed of dots and dashes from three- 
quarters to one inch long. Dimension lines are fine light lines 
continuous or broken. Hatension lines are light and continuous, 
as fine as a pen will draw. After these lines are all drawn the 
arrows are put in with a writing pen and black India ink. 
Then put in the dimensions also in black and with a writing 
pen. Notes and printed directions and titles are then made, 
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followed by the section lining and the border line. Section lines 
are fine, black and continuous. Sometimes in place of section 
lining the area to be shown in section is darkened by rubbing 
black pencil or colored crayon on it which gives a light blue 
effect when this surface is reproduced on a blue print. 

A tracing can be cleaned of dirt and pencil lines by using 
a sponge rubber, art gum, or a cloth dampened with gasoline. 
The ink lines are not affected by these processes. 

Draw all ink lines from left to right and do not press too 
hard against the ruling edge, as this closes the nibs of the pen 
and changes the width of the line. 

28. Erasing from a tracing may be done most satisfactorily 
by using an ink eraser and sliding a celluloid triangle underneath 
the tracing cloth at the point where the eraser is used. If a 
continuous line is to be made broken a sharp knife can be used 
instead of an eraser for making the spaces in the continuous 
line. After using a knife, however, the glazed surface must be 
restored as nearly as possible by rubbing the roughened spots 
with pumice powder, pumice stone, soapstone crayon, or some 
smooth hard substance like the end of a pocket knife. This 
prevents dirt from collecting on the erased surface, and enables 
a new ink line to be drawn over it without spreading. 

Before printing on tracing cloth always draw light pencil 
guide lines for the tops and bottoms of all letters, even if there 
are guide lines on the pencil drawing underneath. Do not try 
to trace the freehand printing of a pencil drawing. 

The writing pens used should have rather stiff nibs and the 
stroke of the pen when making the letters should be made with 
a constant light pressure on the cloth, in order to avoid changing 
the width of the line during the stroke. 

Do not use a fine pointed pen. Gillott’s 404 or a Lady 
Falcon are good pens for ordinary notes and figures. A Falcon 
or ball pointed pen will be found more suitable for freehand 
title printing. An old pen works better than a new one because 
the nibs become slightly separated by long use and the ink 
flows better. Too much ink on a pen will cause a blot on the 
tracing, therefore it is always better to shake a pen after dipping 
it in the ink bottle, to shake off the surplus ink. Wipe a pen 
often with a good pen wiper of cloth, for ink will not flow freely 
unless a pen is clean. 
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29. A résumé of the order of operations in tracing is as follows: 

(a) Preparing surface of cloth. (Art. 26.) 

(b) Inking circles, ares, irregular curves. (Arts. 26-27.) 

(c) Inking horizontal lines with T square and vertical lines 
with triangle (work from top to bottom and left to right). 

(d) Inking of inclined lines, shade lines (if desired). (Art. 27.) 

(e) Center lines, dimension lines, extension lines. (Art. 27.) 

(f) Arrows, figures, notes, freehand pen work, title. (Art. 27.) 

(g) Section lining border lines, trimming, cleaning. (Art. 27.) 

Ink in only as many views as can be completed on the same day. 

30. Checking. When a drawing is completed, it should be 
checked, either by the draughtsman himself, or preferably by 
some one especially appointed for this work. If it is necessary 
for the draughtsman to check his own drawing a few points 
especially should be borne in mind. They are as follows: 

1. Vinws. Be sure that the views completely represent the 
object to be made and that they are properly arranged with 
regard to each other. 

2. Norges. See that these give information not supplied by 
the drawing of the object such as: nature of material, pieces 
wanted, finish of surfaces, kinds of holes, ete. 

3. Dimensions. In checking, dimensions may be scaled to 
check accuracy of drawing, but should be verified by compu- 
tation. In checking over-all dimensions, add together the 
subdivisions which compose them. Dimensions of parts which 
go together, such as a shaft and pulley, should be compared. 
Be sure that all dimensions which each department of the shop 
may need are on the drawing. A workman is never allowed to scale 
or calculate a missing dimension. See that the same dimension 
is not repeated on two or more views of the same object. 

4. Frnisu. See that proper finish marks are clearly indicated, 
and the character of finish properly and fully stated. 

5. Sranparps. Be sure that the sizes and forms of bolts, 
screws, and other standardized parts, conform to the accepted 
standards of the same. 

6. Tirte. See that the title is complete, yet concise, and 
contains all the necessary details that should be recorded under 
this head. 

7. After corrections have been made the initials of the checker 
should be placed in the title space. 


CHAPTER II 


FASTENINGS—RIVETS 


31. FasTEeninas are necessary for holding in place the compo- 
nent parts of a machine. 

It may be that none of these parts will ever require moving 
so that fastenings of a permanent character can be used. The 
most commen permanent fastenings are rivets. They are used 
to fasten together the plates of a boiler, or a tank, or the iron 
beams of a bridge, or of a building, or of a roof truss. They 
are of wrought iron or steel. A rivet is made by upsetting the 
end of a cylindrical iron or steel bar to form a head and then 
cutting off the bar at some distance from the head. The rivet 
is then heated, pushed through the holes in the plates to be 
connected and another head or point formed on the opposite 
end. During the process of forming the new head the rivet is 
squeezed into the hole in the plates and completely fills it. The 
new head also presses the plates tightly against the first formed 
head. The new head is formed by a riveting machine or by 
hand hammers. The four common forms of heads are shown 
below in Fig. 17. 
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Fic. 17.—Rivet Heads. 


32. The length of a rivet is measured from the under side 
of the head to the end of the shank, before riveting. This length 
45 
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is equal to the combined thickness of all the plates to be con- 
nected (called the grip) plus enough more to provide the material 
necessary for the new head and for filling the rivet hole, which 
is made 7” larger than the rivet. 

In boiler and tank riveting all four kinds of heads are used, 
but in riveting structural ironwork the button and counter- 
sunk heads are the only ones used. The conventional represen- 
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Fic. 18.—Conventional Rivet Heads. 


tation of these two is shown above in Fig. 18. A pan head 


is also shown. Fig. 19 is a scale for obtaining the dimensions 
of rivet heads. 
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Fia. 19.—Scale 
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or Rivet Head Dimensions. 


33. The plates which are joined by rivets may overlap or 
touch at the edges. In the first case the joint is called a lap 
joint, in the second case a butt joint. 

Lap joints have one or two rows of rivets on lines parallel 
to the edges of the plates. The lines are called gauge lines. 
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The distance apart of the rivets on one of the lines is called the 
pitch, denoted by P in the following figures. A joint with one 
row of rivets is called a single riveted joint, with two rows a 
double riveted joint, and with three rows a triple riveted joint. 

If two of the rivets in parallel rows in a double or triple 
riveted joint are on a line perpendicular to the line of the joint, 
the joint is a chain riveted joint. If the rivets in one row are 
placed opposite the spaces in another row they are staggered. 

Butt joints need one or two cover plates to connect the 
main plates. In boiler work two cover plates are used, the inner 
one sometimes being wider than the outer one. Riveted joints 
may be classed as follows: 


{ Single 


Lap \Deubl ss Riveting. Arrangement of rivets { Chain 


\ Staggered. 
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34. In the examples, shown in Figs. 21, 22, 23, for drawing 
purposes, the following letters and formulae will be used for 
boiler joints only. 


T =thickness of plates to be joined. 

T,=thickness of cover plate when one is used = 137". 

T2=thickness of cover plate when two are used = 37. 

d=diam. of rivet hle=KVT=VK°T. 

D=diam. of rivet (usually 5’ less than d). 

K=variable depending on kind of joint=1.5 for single and 
double lap joints=1.3 for butt joint with two cover 
plates. 

P=pitch of rivets measured along the gauge line. 

P,=the diagonal distance between rivets on different gauge 


lines =0.6(P —d)+d or 3P a (Kennedy). 
G=grip of rivet. 
H= P-d= 


Fig. 20 is a diagram for obtaining the diameter of rivet hole 
when the thickness of plate (¢) is known and the value of (K) 
is either 1.5 or 1.8, depending on kind of joint. 
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Fia. 20.—Diagram for Rivet Hole Diameters, d= VK% iB 


Fic. 21,—Single Riveted Lap Joint. Fie. 22.—Staggered Double Riveted 
Lap Joint. 
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VALUES oF (P—d)” ror DirFERENT THICKNESSES OF PLATE aND VARIOUS 
PRESSURES (b) 


T, ins. 6 =120 b=150 b =225 


2.53 2.39 2.16 
2.99 2.83 2.59 
3.43 3.24 2.93 
3.85 3.63 3.29 
4.25 4.02 3.63 
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35. In riveted structures it becomes necessary to connect 
plates in other ways differing from those shown above. The 
plates may be at right angles or parallel or oblique to each 
other. In these cases rolled bars of steel are used of various 
forms, those most commonly used being shown in Fig. 24, and 


50 ELEMENTARY MACHINE DRAWING AND DESIGN 


called angles, Z bars, channels, and I beams. Columns, beams, 
and girders are formed by riveting these bars together with 
plates in different combinations. These are known as _ built 
sections, the simplest type being shown below, composed of 
a plate and two angles. 

“ Angles” are made with equal or unequal legs and of varying 
thicknesses. An angle is designated by giving the distance F 
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Channel 


Fic. 24.—Rolled Structural Shapes. 


and F,; and the thickness ¢ as 3 24’"x-;5"". In Z bars the 
depth D is given, also F and ¢ in the following order, 6’’X3/’ xX 2”. 
I beams and channels require D to be given and the weight 
per lineal foot as 10”, 33%, I beam. The other dimensions of 
these rolled bars are usually found in tables furnished by the 
mills which roll them. 

An angle may used to connect two plates, placed at right angles, 
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by means of rivets passing through each leg of the angle and 
the adjacent plate. 

The lines along which 
the rivets are placed on 
a rolled beam are called 
gauge lines. 

The distance of the 
gauge line is given from 
the back of the angle, or 
channel or Z bar and is a 
standard for each length 
of leg or width of flange. 
On I beams the distance 
between the two gauge 
lines is given. Fig. 25 
shows two plates  con- 
nected by an angle iron 
which is riveted to both 
of them. 

The pitch P is a vari- 
able quantity depending 
on the diameter of rivet 
and the length (/) of the 
angle leg. The minimum 


value of ZL is given below for various values of C. 
The minimum value of P is about three times the rivet diameter. 


Fig. 25. 
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Fig. 26 shows an I beam fastened to two parallel plates. 
The rivets are staggered to avoid cutting the flange by two holes 
in the same vertical plane perpendicular to the web of the beam. 
A channel or Z bar is often used in place of an I beam for con- 
necting two parallel plates. 

The drawing exercise may be varied by making either sub- 
stitution in Fig. 26. 
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Assume values of P in Figs. 25, 26. Dimensions of structural 
shapes will be found in Table 4. Page 12. 
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Fic, 26,—I-Beam. 


INSTRUCTIONS 


Plate 1, No. 2 paper, 2 hours allowed in class. Av. time necessary 
33 hours. 

Fig. 1. Two plates whose thickness is 7 =( )” are to be joined 
by means of a double riveted lap joint. The pressure they are to stand 
is b=( ) Ibs. Calculate the size of rivet to use the pitch of the rivets. 
and make two views (section and top view) of the joint, as in Fig. 22, 
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Use the first formula for P;. Draw full size. Use a (a) head on one 
end of rivet and (c) head on the other. 

Fig. 2. Make a section and top or side view of two plates 7” thick 
meeting at right angles and connected by a F”’ xF’’xt’’ angle iron 
as shown in Fig. 25. Button head rivets. 

Fig. 3. Make two views (one a cross-section) of a ( ”) ( ). 
with a plate 3” thick riveted on each flange by button head rivets. 
Draw half size if maximum dimension of section exceeds 5’. Put all 
dimensions on the three figures above. Name of plate to be Riveted 
Joints and Rolled Sections. Bring to class fully dimensioned sketches 
of the above figures and draw from them. Text books not to be used 
in class. Reduce all decimals to nearest common fraction. (See Art. 10.) 


TABLE OF ASSIGNMENTS FOR RIVETING 
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Give on the drawing the name of each joint or structural shape, 
dimensions of each kind of rivet head, size of each angle iron, Z bar, I 
beam or channel and its weight, as 3’ x3” x4’ L 10# or 3’’-I-10#. 


CHAPTER III 
PIPING AND PIPE FITTINGS 


36. THE pipes in common use to convey water, steam, gas, 
etc., are made of wrought iron and are known on the market by 
their nominal diameter. This nominal diameter is nearer the 
actual internal than the actual external, and in the larger sizes 
is the same as the actual internal. In small sizes the nominal 
inside diameter is much smaller than the actual inside, due to 
the fact that the early manufacturers of pipe made the small 
pipes too thick. Later, when they desired to change the thick- 
ness, it was considered better to increase the inside than to change 
the outside, for the latter would have necessitated changing 
all pipe fittings then on the market. The inside was increased, 
but the size of the original inside was still used as the name of 
the pipe. 

Table 9 gives the nominal inside, actual inside, actual outside, 
thickness of metal, threads per inch, etc. 

The. nominal diameter of a pipe is always used in speaking 
of the pipe and is printed on a drawing where necessary to give 
the size of pipe. It should never be used as a dimension for 
the inside or outside of a pipe. The representation of a pipe 
on a drawing always necessitates the drawing of two parallel 
lines a distance apart equal to the actual outside diameter of 
the pipe. This outside diameter is found in Table 9, but the 
dimension found there is never given on the drawing. If it 
is necessary to show the inside of the pipe the thickness may 
also be taken from the table, but must not be given as a dimen- 
sion on the drawing. 

In all calculations involving the carrying capacity of pipes 
the actual inside diameter is always used, or the area of the circle 
whose diameter is the inside diameter of the pipe. 

37. Since straight sections of pipe are only made from 16 
to 20 feet long it is necessary to couple them together by short 

54 


PIPING AND PIPE FITTINGS 55 


tubes threaded on the inside and called couplings. The dimensions 
of these couplings will be found in Table 8. They screw on 
the pipe ends according to the distances given in Table 9, Column 
9. If a coupling has right and left hand threads in it so that 
it will draw together the pipes which it 
couples, it is distinguished from a_ plain 
coupling by having ribs on the outside 
running lengthwise. See Fig. 27. These ribs 
are four in number up to and including 1’ 
pipe and six in number above that. They 
are +’ wide measured on the circumference 
and extend 7;’’ above the outside of the 
coupling. 

Pipes are also joined by screwing them 
into cast iron flanges and then bolting the  ,, 
flanges together. Valves are often placed in 4 R.&L.Coupling 
a pipe line by bolting to cast iron flanges Fic. 27. 
which are screwed on the ends of the pipes. 

Pipes or valves so connected can be disconnected readily by 
taking out the bolts which pass through the flanges. 

Fig. 28 shows a cast iron flange and below the table of 
dimensions adopted by the American Society of Mechanical 
Engineers, the Master Steam Fitters 
yan Association and the manufacturers of 

Riera sal" fittings. The diameter of bolts given are 

CastIronPipeFlange “” for pressures under 80 lbs. Above 80 lbs. 
Fig. 28. use bolt diameters #" greater. The width 

of flange between the bolt centers and 

hub may be taken equal to the width of flange outside the bolt 


centers, or just enough to allow the nut to clear the fillet by 7¢’’. 
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When pipes or cylinders are made of cast iron the flanges are 
cast on the cylinders themselves. The diameter, thickness, 
bolt circle diameter, number and diameter of bolts, etc., are 
given in Table 11. 

38. The thread used on pipe and in pipe fittings is shown 
and described in the chapter on screw threads. 

Short pieces of pipe threaded on both ends are called nipples. 
If one of the threaded ends is cut with a left hand thread the 
nipple is called an R and L nipple. See Fig. 27. 

When a nipple is so short that the threaded portions meet 
at the middle, it is called a close nipple. If there is a short 
unthreaded portion in the middle the nipple is a short nipple. 
Lengths of nipples will be found in Table 8. The amount of 
thread on a nipple which enters a fitting will be found in column 
9, Table 9. - 

39. By pipe fittings we mean such fittings as are necessary 
to make connections between two or more pipes of the same 
size or of different sizes which may meet end to end or at various 
angles. They are made of wrought iron, malleable iron, cast 
iron, or brass. 

Couplings only are made of wrought iron. Malleable and 
cast iron fittings are used on steam, gas and water pipe for 
medium and heavy pressures, up to 250 lbs. pressure. Among 
the fittings in use: may be mentioned caps, plugs, locknuts, 
bushings, reducers, elbows, crosses, tees, Y-branches, unions, bends. 

If two pipes of different size enter a fitting the dimensions 
of the fitting are usually determined from the larger pipe. 

A cap is a fitting used to close the end of a pipe which has 
had a connection removed. It is drawn from the outside dimen- 
sions given in Table 8. It is usually of wrought iron or malleable 
iron. 

A plug is used to close an opening in a fitting from which a 
pipe has been removed or into which a pipe will be screwed 
at some future time. It has a square head and a threaded 
body whose outside diameter equals the outside diameter of a 
wrought iron pipe of the same nominal size. It is tapered like 
a pipe end. The dimensions of the square head and length of 
that portion beyond the head (all of which is threaded) will 
be found in Table 8. A plug is shown in Fig. 31 as it appears 
when screwed into a fitting. 
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A locknut is used to make a tight joint between a pipe and 
a fitting whenever it has been necessary to cut perfect threads 
on the pipe ends for more than the standard distance. These 
threads are cut in order to let it enter the fitting far enough 
to permit the other end of the pipe to be introduced into a 
fixed fitting. The locknut simply presses against the face of 
the fitting and draws the threads on the pipe against those in 
the fitting, which prevents the liquid or gas within from escaping 
between the threaded surfaces. The dimensions of locknuts for 
pipes are given in Table 8. Locknuts are hexagonal in shape 
and the distance across flats is the distance between the parallel 
sides of the hexagon. A groove is made in one of the sides of 
the locknut and filled with wicking so that when this side is 
pressed against the face of the fitting, all leaking at the joint 
will be stopped. A locknut in position is shown in Fig. 31. 

A bushing is used when a pipe of any size must be screwed 
into a fitting which fits a larger size pipe. The threaded outside 
of the bushing fits the threaded hole in the fitting. The hole 
if the bushing corresponds to the size 
on pipe which is to be screwed into it. 
The bushing has a hexagonal head 
whose distance across flats and thickness 
will be found in Table 8. The size of 
a bushing depends on the diameter of 
two pipes but the principal dimensions 
depend on the size of the larger pipe. 
A 1” by %” bushing for instance will Fic. 29. 
be proportioned in external dimensions 
from the 1” size but the hole in it will take a }” pipe. Fig. 29 
shows a bushing. The dimensions A, B, and C can be taken 
from Table 8 for the x dimension. 

40. Cast Iron Fittings are used on steam and water pipe 
connections to enable them to be removed in case of rusting on, 
by breaking them with a heavy hammer. They can be replaced 
by new ones at small expense. 

The standard pattern is used for pressures up to 150 lbs. per 
square inch, the extra heavy from 150 to 250 lbs. The most 
common of these fittings are the elbows (90° and 45°), called 
ells, tees, crosses, Y branches or bends. 

As it is often necessary for a draughtsman to represent pipe 


$ x*xy"Bushing 


58 ELEMENTARY MACHINE DRAWING AND DESIGN 


lines with their fittings and yet not dimension them, nor indeed 
know their dimensions, the following scale was devised by Prof. 
Charles B. Richards and the writer. See Fig. 30. 


8" 
Scale for Cast Iron Fittings for a 
Wrought Iron Pipe b 
Designed by Prof.C.B.Richards & 
Prof. W.C. Marshal! c 
e ag 
(F = gx 
= @F 
=ha 
=C" 
fs] h =aC 
4ae 
Outside diam. of pipe _ 
é Fa =ax 
4 P as x 
Frog tlgle Cates See a ate eemone oT) 8 The commercial 


Nominal Diameter of Pipe dimensions note 


; tings of the Wal- 
rae worth Mfg. Co., 
Z which areshown be- 
low the scale, were 
used as a basis. The 
scale can be laid 
out full size from 
the table on the 
next page, the di- 
mensions given 
being laid off above 
the x line on the 
pipe diameter or- 
dinate indicated at 
Standard Y Branc the top of each 
Fie 30. column. After con- 
structing and _ let- 
tering the scale, the table or “key” at the right is then put 
in as well as the printing below it, which enables the outside 
diameter of any pipe to be found from the scale directly without 
atable. The fittings shown at the bottom of Fig. 30 can then ~ 
be drawn from the scale and key. As the b, e, g lines are used 
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Standard Ell & Tee 
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most often for standard fittings they are made blacker than the 
others to attract attention. 


TABLE FOR LAYING ouT SCALE 


aa 4” a” 11” 13” 44” 5Y Qi Pipe 
ax, | 33 456.05 ag 133 33 348 528 | ins. 
bx 2 33 s | Lz 13 33% 33 5i6 . 
cx 3 i6 i6 16 13% 258 3x6 At . 
dx Sos | eee S60 ee PUI a try | es os 43; ie 
ex 32 3 16 To S 235 233 Ads . 
fx 32 r 16 16 3 23 23% 36 " 
qu oy 3 3 so 32 3 3 is i: 
he 16 3 v6 16 16 ié AD 133 ie 


A fitting is generally known by the pipe which fits it but 
it is often necessary to consider more than one size of pipe. 
An ell may have one size opening in one side and another size 
in the other, in which case two ordinates must be used for A, 
B,C, D, and E. A tee may have all openings of one size or only 
two alike or all different. In describing tees, the “run” is 
named first then the “ outlet.”’ If there are two sizes on the 


“yun” the larger is given first, as in the one shown here abe. 
which would be called a 1” 2" }”’ tee. If the two opposite open- 
ings are alike and larger than the outlet the tee is called a reducing 
tee, the run being given first. If the outlet is larger than the 
run the tee is called a “‘ bull head ”’ tee. 

In the reducing tee shown in Fig. 30 the letters with the 
subscript r are laid off from one ordinate of the scale and those 
with the subscript o from another ordinate. The tapped holes 
in the fittings have the same diameter as the outside of the pipes 
which fit them. 

The 45° ell and the Y branch use the same letters for dimen- 
sions not shown as those given for the tees and 90° ell. 

A cross: has four openings whose center lines are 90° apart 
and the pipes which fit them may be of one, two or three sizes. 
The outlets are always alike while the ‘‘ runs”? may be alike 
or different. Fig. 31 shows a cross with all openings the same 
and called a 2” cross. If the openings are as indicated here the 
outlets alike and runs different, it will be called a 13/1" x 3” 
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cross. The lettered dimensions in Fig. 30 may be used for the 
cross dimensions. The cross in Fig. 31 has a pipe and locknut 
at one outlet and a plug at the other. Both runs are open. 

41. A union is used for connecting the sections of a pipe 
line when the line has to be taken down occasionally or to make 
the line easier to assemble as well as to dispense with locknuts. 
It is made of malleable iron or brass. 

A union is composed of. three pieces. Two of these, (D) 
and (C), are screwed firmly on the ends of the pipes to be con- 
nected and the third piece called the “nut” draws them 
tightly together by means of the threads on (D) and the flange ~ 
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Fig. 32. 


on (C). Fig. 32 shows a union holding together two pipes (A) 
and (B). The view shows a half section above the center line. 

The black substance between (C) and (D) is a rubber gasket 
which keeps the joint from leaking. Sometimes this is omitted 
and the joint ground to a spherical form. The dimensions of 
four sizes of unions will be found in the table following. 

It is recommended to omit the pipes from the drawing which 
can be either assembled or detailed. 

Flange Unions are used to join pipes by screwing them on 
the pipe ends and bolting together. The Table for dimensions 
of such unions is given on page 61, and the drawing of the union 
on. page 62. (See Fig. 33.) 


TABLE FOR DIMENSIONS OF UNIONS 
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FLANGE UNIONS. 
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42. Pipes are used for conveying water, steam, gas, or air. 
The volume delivered depends on the pressure, the size of 
the pipe, the length of pipe as well as the number of elbows, tees, 
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v=mean velocity in feet per second; 


m= coefficient from table below; 


d=diameter of inside of pipe in feet; 


h=total head in feet; 
L=total length of line in feet. 


and valves in the line. 
The frictional resistance 
of the pipe and fittings 
amounts to a reduction 
in pressure at the outlet 
of the pipe which may 
reduce the flow greatly. 
The velocity of flow 
may be calculated ap- 
proximately for water 
pipe discharge by the 
following formule. 


p=) td 
L+54d 


If the pressure is given in pounds per square inch instead 
of the head in feet, divide d by 0.434, which is the pressure per 
square inch exerted by a column of water one foot high, and the 


value obtained will be h required. 


VALUES OF COEFFICIENT m 


Diam. of‘Pipe in Feet. 


1.5 2 3 4 


ee 

T4544 
.05 .O1 .05 1 

005 29 31 33 35 
O01 34 35 ol 39 
.02 39 40 42 45 
.03 41 43 47 50 
.05 44 47 52 54 
.10 47 50 54 56 
.20 48 51 55 58 


oO” 40 44 47 
42 45 49 53 
49 52 56 59 
54 57 60 63 
56 60 64 67 
58 62 65 70 
60 64 | 67 70 
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The friction of water in long pipes requires an increase in 
pressure at the entrance of the pipe to give the same discharge 
at the outlet which would be obtained in a short pipe with the 
given pressure. 

The increased pressure required to overcome this friction 
is given in Table 6. The friction loss in elbows is given in Table 7. 


TABLE 6 
FRICTION OF WATER IN PIPES 


Pressure in Pounds per Square Inch to be added for each 100 feet of Clean 


Iron Pipe 

Gallons Nominal Pipe Sizes. 

per = = 
Minute 
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Table is based on Ellis and Howland’s experiments. To find ‘Friction 
Head” in feet multiply figures by 2.3. 
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TABLE 7 
FRICTION oF WATER IN ELBOWS 


Pressure in Pounds per Square Inch to be added for each Elbow 


Gallons Nominal Pipe Sizes, 
per 
Minute 
Deliv |g || aia pa ety eons | of |\-219 | gh aa re nie 
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Table is based on Weisbach’s formula for very short bends, or with a 
radius equal to the radius of the pipe. To find “Friction Head” in feet 
multiply figures by 2.3. 


43. The flow of steam in pipes can be computed from the 
following formula: 


Q= poe, (ieee) 
Lw 
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where the symbols are as given below: 


@=quantity in cubic feet per minute; 
d=pipe diameter in inches; 
L=length of pipe in feet; 
P,=pressure of steam per square inch at entrance of pipe; 
P2=pressure of steam per square inch at exit of pipe; 
w=weight per cubic foot of steam at pressure P,. 


2wL 
d=0.199 5| Qrwl 
P,—P2 


The resistance of a globe valve is about the same as that 
_ 144Xdiam. of pipe 
~ 1+(3.6+diameter)’ 

The resistance of a right angled elbow or a tee is 2 that of 
a globe valve. The resistance to entrance of a pipe is the same 
as for a globe valve. 


in an additional length of pipe in feet 


44. Oil cups are usually made with pipe threads of standard 
dimensions to fit pipe tapped holes, but the inside diameters 
of these threaded ends do not agree with the inside dimensions 
of pipes having the same outside diameter. The inside is smaller 
than that of the pipe and nearly agrees with the nominal inside 
of the pipe. That is, a }’’ pipe thread on an oil cup will have 
the actual outside diameter of a quarter inch pipe but the inside 
will be }’’ diameter instead of .364’’. 


Oil cup dimensions will be found in Table 10, page 16. 


INSTRUCTIONS 


Plate 1. No.1 paper, 2 hours allowed. Average total hours required, 
2.9. 

Draw two views full size of each of the following pipe fittings. An 
(h)” locknut, an (f)’” R and L coupling, an (7) x(j)” bushing, a cast 
iron pipe flange for an (m)’’ pipe to carry 100 lbs. pressure, a (g)’’ cap, 
an (e)’” plug, and a 1’”’ R and L short nipple. Put on all the allowable 
dimensions and name the plate Pipe Fittings. 

Plate 2. Construct outside the class the scale for pipe fittings from 
the table in Art. 40. Use a sheet of drawing paper size No. 2, placing 
it on the board with the 11” side parallel to the T square blade. Draw 
the scale for fittings at the top of it with the “key ” above and to the 
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left of the scale. Omit the table used in laying out the scale.. Below 
the scale draw in class the following fittings, putting the letters on the 
drawings as they are given in Fig. 30. A standard Elland Tee (combined 
in one drawing) for an (a’”’) pipe. A (b’’) reducing Tee (extra heavy). 
A (c’”’) standard 45° Ell and a (d’”’) Y branch. Name under each fitting. 

The scale is to be drawn outside of class and the fittings in class 
during one period of-two hours. Average total hours required, 2.8. 
Name the plate “Scale for C. I. Pipe Fittings.” 

Plate 3. No.1 paper, 2 hours allowed. Average total hours required 
3.5. 

Draw in detail each part of a (7’’) Union. Two views of each will 
be required, one half of the side view in section. Give all the dimensions 
of each part and name the plate, ‘Details of a —’’ Union.” Make a 
bill of material on the drawing. 


TABLE OF Sizes FOR Pier FiTrinc PLATES 
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Prob. 1. Calculate the velocity of flow of water at the outlet of a 
line of 2’” pipe 200 feet long, which has a head of 150 ft., at the entrance. 
There are 4 elbows in the pipe line. Also calculate the volume in gallons 
delivered at the outlet. 

Prob. 2. An engine uses 1000 cu.ft. of steam per hour. The length 
of pipe between boiler and engine is 100 feet with two elbows and two 
globe valves. The boiler pressure is 100 Ibs. and pressure in engine 
cylinder 90 lbs. w=0.225. What diam. of pipe will be necessary 
and at what velocity will the steam enter the steam chest of the engine? 


CHAPTER IV 


SCREW THREADS AND HELICAL SPRINGS 


45. Screw threads are composed of helicoidal surfaces formed 
by a tool, which cuts into a rotating cylinder and is made to 
move in a line parallel to the axis of the cylinder while cutting. 
Each point on the tool traces a helix whose construction is shown 
in Fig. 34. 


ria. 34. 


If the surface of the cylinder is laid out flat, the helix appears 
on this development as a straight line. The angle « is the 
angle which the helix makes with a plane perpendicular to the 
axis of the cylinder. The distance H is the pitch of the helix 
and D is the diameter of the cylinder. The shape of thread 
produced depends on the form of tool used. The forms of tools 
are such as to produce threads known by the following trade 
names, viz.: Vee, Sellers or U. S. Standard, Modified Square 
or Acme, Buttress, Whitworth, Pipe, Square, International or 
Metric, ete. 

67 
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These threads may be divided into two classes, viz.: those 
used for fastenings and those used for transmitting power. 

Under the first head are grouped the V thread, U.S. Standard, 
Whitworth, International, pipe, and others whose form is of a 
V shape. Under the second, or power transmission head, are 
found the square, buttress, modified square or Acme. 


os 


60 
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Fic. 35. Fic. 36.—Helices on V Thread. 


46. In order to correctly represent a thread, we must know 
its pitch, the shape of the tooth or thread, as well as the outside 
diameter of the cylinder on which it is formed. The helices 
must be constructed as shown in Fig. 34. A V thread has a 
profile as shown in Fig. 35. The construction of a V thread 


a aameri 
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Fia. 38.—Conventional Thread. Fia. 39.—U. 8. St. Thread. 


is shown in Fig. 36, and the completed representation in Fig. 
51 (A). In order to lessen the labor of drawing the helices they 
can usually be represented by straight lines as in Fig. 37. A 
further simplification omits the V profile of the thread and 
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shows merely the lines joining the roots and the lines joining the 
points or crests. The root lines are quite heavy and the crest 
lines light as shown in Fig. 38, which is the conventional repre- 
sentation of V and U. S. St. screw threads. The pitch of a V 


thread is =P=<, where N=No. of threads per inch. The 


depth of thread=PX.866. Diam. at root=D—1.73P. The 
V thread has the disadvantage of being easily damaged, which 
led to the adoption of the U. 8. Standard thread, which has 
the tops and bottoms of the threads flattened to + the pitch. 
This thread profile is shown in Fig. 39 together with the outside 
view of a threaded cylinder, the helices being replaced by straight 
lines. The conventional representation is shown in Fig. 38 the 
same as a V thread. When the helices are actually constructed 
the thread appears as shown in Fig. 51 (B), but this is rarely 
done. The pitch (P) of these threads is determined from the 
formula : 
P=0.24-/D-+0.625—0.175 =x. 


The depth of thread=A =0.65P =. N=the number of 
threads per inch and will be found in column 16, Table 1. The 
diameter at roob=D—2A = D+ which is given in column 
B, Table 1. The diam. at root and depth of thread are used on 


bolt calculations involving tensile strength and not in drawing 
; P 
the profile of thread. For drawing purposes P, D, and "g are 


the only dimensions needed. 

47. The Whitworth thread is the standard thread of 
Great Britain, its profile being 
similar to the U. S. Standard fe P mute ‘ho 
The angle between the sides is pa 0 
55° instead of 60°, the tops and . Yj U; 
bottoms being rounded off § the WA / 
depth instead of being flattened Whitworth © | 
off 4 the depth. The proportions Salgetty 
are shown in Fig. 40. The pitch 


Vz =a, where N=number of threads per inch=0.08D+0.04 
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nearly, or N oe nearly. D=the outside diameter of 
thread. The depth of tooth is = where S=depth of a V thread 

1.2806 
having the same pitch. The diameter at root= Di=D-——, 


where D=the outside diameter of thread. The area of the 
circle D, diameter is the area used for calculating the tensile 
strength of the cylinder whose outside diameter is D. 

48. The International Standard thread is the system recom- 
mended by the congress held in Zurich on October 24, 1898. 
The thread is a modification of the metric system in use in France, 
the bottom being rounded instead of flat. See Fig. 41. The 


P= Pitch \ id= P*.6 


International eer 
Standard Thread 7 (B.A) Thread 


Fia. 41. : Fia. 42. 


metric system thread is the same as the U. S. Standard in Fig. 
39. P=pitch, d=PX.6495. All dimensions for this system 
are given in millimeters. The pitch of the threads for different 
diameters of metric and international systems will be found 
in Table 3, page 10. 

49. The British Association Thread (B. A.) Standard was 
adopted in Great Britain for use on such work as small precision 
machinery and electrical fittings for small screws below +” 
diameter. The size is denoted by a number. The angle between 
the sides of the thread is 47.5° and the depth of thread is .6 
the pitch. The tops and bottoms are rounded off. ; 

Fig. 42 shows the profile of this thread and the proportions 
used in making it. 

50. British makers through their standards committee have 
recommended a thread of finer pitch than the Whitworth standard 
but of the same form. These threads are used for bolts subjected 
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to excessive shock and vibration, as on crossheads, connecting 
rod ends, main bearings, piston rods, valve rods, etc. The diameter 
at root D,;=0.95D—0.07. When D=the outside diameter of 
thread; pitch=P=,~/D? for sizes up to 1”. From 1” to 6” 
P= 5VD*°. The number of threads per inch N is given in 
Table 3. These are called the British Standard Fine Threads. 
In the United States the Association of Licensed Automobile Man- 
ufacturers have adopted a finer pitch for automobile use than the 
U.S. Standard, although the thread has the same proportions as the 
U.S. St. The number of threads per inch will be found in Table 3. 

51. The influence of the pitch of thread on the strength of a 
cylinder is quite marked. In some cases by doubling the number 
of threads per inch the strength can be increased 20% or even 
more. Fine threads are more apt to be injured in handling 
and erecting. Table 3 shows the relative strength of cylinders 
of given diameters having threads of varying pitch. 

Whenever tightness is desired rather than any other feature 
it is advisable to use finer threads than the number given in 
the U. S. Standard table, that is, approximately the number 
given for the British Standard fine thread. 


Pirz THREAD 


52. Pipe thread is used on the conical ends of wrought iron 
pipe and in the holes and fittings into which these pipes enter. 
The pitch is finer than the standard pitch for a cylinder of the 
same diameter as the outside of the pipe. This is for the purpose 
of insuring tightness of joints rather than for strength. The 
shape of thread as designed by Mr. Briggs is shown in Fig. 48. 
The outside diameter of the pipe is Do which is not the same 
as the nominal diameter of pipe. The taper of the end of the 
pipe is 1 in 32 to the axis. The angle of the thread is 60°. 
The pitch P is found from Table 9 which gives the number of 
threads per inch NV. Instead of having a depth equal to .866P, 
as in a V thread, the threads are rounded off at top and bottom 


t 
so that the height H is reduced to 0.8--, where N=threads per 


inch. The length of perfect thread extends from the end of 


0.8Do0+4.8 , 
the pipe back a distance (pene las a Do=external diameter 


N 


y 
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of pipe. Then come two threads with perfect bottoms and flat 
tops followed by several imperfect threads with flat tops and 
flat bottoms, which are produced by the chamfered mouth of the 
threading die. The thickness S of the material below the root 
of the thread at the end of the pipe will be found in Table 9 
or it can be calculated from the formula S=0.0175Do+.025”. 


Fic. 43.—Section of Thread for Pipe. 


The diameter at the end of the pipe is also given in Table 
9, as well as the depth of thread. The bottom line of perfect 
thread is parallel to taper of end of pipe, then changes to slepe 
up to the outside of pipe at a point 5P away, measured parallel 
to the axis of the pipe. 

53. The threads used for transmitting power are either square 
or modifications of the square. The object is to reduce the‘ 
tendency to burst the nut, by taking the pressure on a surface’ 


Fig. 44. Fra. 45. Fia. 46. 
Sq. Thread. Conventional Sq. Thread. 


which is at right angles to the axis of the screw. A square thread is 
shown in Fig. 44. It has half as many threads per inch as a 
V or U. 8. Standard of the same diameter and is consequently 
only half asstrong. Fig. 51 (C) shows the square thread accurately 
drawn, while Fig. 45 shows the helices replaced by straight’lines. . 
The conventional method of representing the square thread is 


18) 
— and the width 


shown in Fig. 46. The depth of space equals 2 


between the inclined lines is also 2° 
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54. The perpendicular sides of the square thread make it 
difficult to cut and also render difficult the engaging and dis- 
engaging of a split nut which is often used in power transmission, 
as on the lead screw of a lathe. For these reasons it is desirable 
to slope the sides of the square thread at a smallangle. The 
thread so formed is called the Modified Square or Acme Standard 


kf he Pitch ——> ae 15° 


nal fitch) 


S 2a 
is) 29° “eu ery 
oo Q 
Acme Standard Thread odified Square S 
Fig. 47. Fig. 48. 


thread. The angle of its sides is 29° and the width of flat at the 
top is f=.3707P. The depth is d=> 4.01". Fig. 47 shows the 


shape of the thread profile as it actually is, while Fig. 48 shows 
the thread as it is usually represented on a drawing. The repre- 
sentation with helices drawn is shown at (D) in Fig. 51. When 
these are replaced by straight lines we have the representation 
as shown in Fig. 49, which is the conventional representation. 


Ya 


a 
ane 
Fig. 49.—Conventional Acme or Buttress Thread 
Modified Sq. Thread. Fria. 50. 


After taking the outside diameter D the mean diameter D, is then 
laid out equal to (04), and the teeth constructed on the lines 


drawn through the extremities of the Di diameter parallel to 
‘the axis. The slope of the sides can be 15° but the real angle 
144° must be given on the drawing. The number of threads 
per inch is given in the following list. 


ACen eovoullemee comin 0 of 8 9 10 | (Thds. per in.) 


> 1/.75|.5| .666| .25| .2| .166] .142].125] .1111] .10] Pitch of single 
thread. 
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55. The Buttress thread is used where pressure is exerted 
in one direction only as in screw presses or cannon breech blocks. 


The profile is shown in Fig. 50 and the dimensions are S=P. 
re . . fo) 
ama the angle of one side with the vertical is 45°, the other 


side being perpendicular to the axis. 
ake 
6 ° 
£8 
ey 
V Thread 
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Modified Square 
Screw Threads 


Fig. 51. 


56. So far the threads considered have been single threads, 
and the pitch has been the distance from one crest to the next. 
If we wish to give the nut in which the screw rotates, an axial 
movement twice as great, we must either increase the pitch 
by cutting a coarser thread, which means a deeper cut in the 
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cylinder, or we must cut two parallel threads on the cylinder. 
The cutting of a coarse thread will reduce the strength of the 
cylinder. If we cut two parallel threads the depth of thread 
and distance between the points or crests will remain the same 
as for a single thread, but the pitch will be 

the distance between every other crest. In +P er maale 

a single thread a crest on one side of the 

cylinder is opposite a root on the opposite 

side. In a double thread the crest of one 

thread is opposite the crest of the other. 

Fig. 52 shows the difference in appear- Tide 52: 
ance of a single thread and double threads 
cut on the same cylinder. P in the second figure is double the 
P in the first. 

It is customary to indicate on a drawing the pitch wanted 
by giving the number of threads per inch as 20 pi. The word 

double, triple, quadruple, etc., is used 
>Pi< also in case of multiple threads, as: 10 
p.t. double. 

Threads are either right hand or left 
hand and are represented by right or left 
hand slopes as shown in Fig. 53; (a) is 

(a) (b) a right hand and (6) is left hand. The 

Fic. 53. conventional representation for V_ or 
Right and Left Threads. U.S. St. threads is like Fig. 38, instead 
of that shown in Fig. 58. 

57. Calculations which concern the tensile strength of threaded 
cylinders are based on the area of the circle whose diameter 
is that the root of the thread, not the outside diameter. 
Table 3 gives the areas at the root of cylinders threaded with 
various pitched threads according to different systems. The 
strength of U. 8. St. threads for a strain of 1000 lbs. per square 
inch of area at the root will be found in column F, Table 1. 
For any other strain desired, multiply the tabular value by the 
required strain divided by 1000. As an example suppose it is 
required to find the load a bolt 1’ diameter will sustain if the 
material is to be strained to 5000 lbs. per square inch. 

The table gives 551 lbs. for a strain of 1000 lbs. per square 
inch. This will be multiplied by ?%¢%, which gives 551 *5=2755 
lbs. 
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HELICAL SPRINGS 


58. The representation of helical springs properly comes up 
in connection with screw threads only because they are both 


Mean Diam. ————>| 


| 


Serpentine 
Hie. 54; 


based on the helix. The spring made of wire whose cross-section 


is a circle is delineated by constructing the helix whose pitch 
is the pitch of one coil and diameter equal to the mean diameter 


Helical Spring 
Fig. 55. 


of the coil of wire. A sphere with a diameter equal to the 
diameter of the wire is then drawn in a number of positions 
which center on the helix. The lines tangent to these circles 
representing the spheres, will be the lines forming the apparent 
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contour of the spring. The construction of a coil of wire by 
this method is shown in Fig. 54. 

This is too laborious for showing springs as usually required 
on drawings. An easier, but fully as representative method, 
will be found in Fig. 55. The helices of Fig. 54 have been 
replaced by straight lines drawn tangent to circles whose centers 
are on the cylinder with diameter Dm=the mean diameter. 
P is the pitch, D the outside diameter and D, the inside diameter 
of the coil. The diameter of wire used in making the spring 
is W. The view shows both section and outside. 

If the wire has a square cross-section the circles in Fig. 55 
will be replaced by squares. 

59. Besides the screw threads mentioned above, which are 
used for screwing metal into metal, there are threads used for 
screwing metal into wood. The wood 
screw threads differ from the threads eo) LAR 
already shown in the shape and dis- An iN My 
tance apart of the threads. They are a Screw 
thin, sharp and far apart, which Bice 56: 
enables them to cut their way into 
the wood and give plenty of wood between for holding. The 
body of the screw is tapering and gimlet pointed to enable it 
to enter the wood easily. The form of thread is shown approxi- 
mately by the lag screw of Fig. 56. 


INSTRUCTIONS 


One Exercise of 2 hours allowed in class. Av. total hours required, 
2.6. Scale full size. Paper No. 1. Fig. 1 to be a profile of a (a) 
thread, (2 crests and 1 space) whose pitch is (b’’). Dimension this 
figure and name beneath. 

Fig. 2 to be a profile of a (c) thread (2 crests etc.), pitch (d@”). Other 
directions as above. 

Fig. 3 to be a section of thread for a (e’”’) pipe (scale double size). 
Dimension completely with decimals, name and scale below it. 

Fig. 4 to be a profile of an (f) thread full size, (g) threads per inch, 
dimension and name. 

Fig. 5. Make an outside view of a cylinder (h’’) diam. threaded 
with an (7) thread, (2 crests), (k) threads per inch, full size, dimension 
and name. 
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Fig. 6. Draw a conventional V thread as cut on a (l’’) diam cyl. 
(m) hand. 

Fig. 7. Drawa helical spring of (n’’) pitch, (3 coils) Dm=( "), 
W=( ”) half in section and half elevation, full size dimensioned. 

“Serew Threads and Spring” is the name of the plate. 


Tasue oF Data ror PLATE ON SCREW THREADS AND SPRING 


Fig. 1. Fig. 2. |Ei@-) Pig. 4. Fig. 5. Fig. 6. Fg. 7. 
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CHAPTER V 


SCREWS AND BOLTS 


60. Ir the parts of a machine have to be removed or adjusted 
it becomes necessary to fasten them in place by fastenings easily 
disconnected. ‘The simplest and most common form of fastening 
of this kind is a cylinder threaded at one end and with a head 
of some kind formed on the other. These fastenings are called 
SCREWS or BOLTS. Under the first heading will be found Cap 
Screws, Machine Screws, Set Screws, 
Lag Screws, and Wood Screws; under 
the second, Tap Bolts, Coupling 
Bolts (with nuts), U. S. St. Bolts 
and nuts, Mfg.’s Standard Bolts 
and Stud Bolts and nuts. There 
are many shapes of heads used on 
both screws and bolts. Those 
screws whose heads are cylindrical 
are provided with slots in order 
to turn them with a screw driver. 
These are shown in Fig. 57 and 
are called Cap Screws and Machine 
Screws. If the curve on the head 
of the filister head screw is omitted, 
the, head becomes a round head. 
The button head is a hemisphere Flat Head 
capping a short cylinder of the Fic. 57.—Machine Screws. 
same diameter. The flat head screw 
becomes a French head when the top is curved as shown by 
the dotted curve. 

61. If the diameter of these screws is less than half an inch 
they are called machine screws and the diameter is given by a 
screw gauge number. The dimensions of these heads and slots 
are as follows: 


79 
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Fiuister Heap: d as given in column 12, Table 1, h=D. 
slot V=4S, S=2D. 


B 
Burron Heap: Radius of hemisphere =-5, C=D. 


B is given in Table 1, column 15, slot same as 
for filister heads. 


Firat Heap: d is given in Table 1, column 14, slope of sides 
as shown in Fig. 57, or angle between sloping 
sides=82°. Slot same as for other screws. 


The radius of the curved top of the filister and French heads 
is=3D. This can be easily obtained by measuring D three 
times with the compasses. This is quicker 


ptt ls than multiplying D by 3 and laying off the 
Bai iF ba 45° dimension with a scale. The threaded ends 
Finishof Bolt Ends of cylinders used for screws and bolts are 
Fia. 58. finished off on drawings by rounding 
with a radius equal to 2D as shown at 
(A), Fig. 58, or by beveling them at 45° as shown at (B). The 
threads are not drawn beyond the end of the cylindrical portion. 
In general, conventional threads only are represented on 
drawings. 
- 62. If the heads of screws and bolts are not made cylindrical 
they are either square or hexagonal and a wrench or spanner 
is used to turn the screws into the threaded hole which holds 


/3D-> Bolt Enters 
I 0 Hole Tapped 


Section & Side View End View 
Fra. 59.—Tapped Hole. Fia. 60. 


them. This threaded hole is called a tapped hole because the 
thread is cut in it with a tap. The hole is drilled before tapping, 
the conical form of the bottom of the hole being due to the drill 
point. A tapped hole is shown partly in section in Fig. 59. The 
depth is 14 times the diameter. If there is no bolt end in the 
hole the threads of the hole (when in section) appear left handed. 
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The distance the screwed end enters the hole is shown in Fig. 
60. Compare also the end views of a tapped hole without the 
bolt in it, as in Fig. 59, with that containing the bolt end in Fig. 60. 

63. Cap Screws having other heads than round ones are 
the Sq. Hd. and Hex. Hd. Screws shown in Fig. 61. The dimen- 


Lengthy 
ii 
ANY 
Hex.HeadCap Screw Sq. Head Cap Screw 

Fia. 61. 


sions of the sq. hd. are given in Table 1, columns 10 and 11, or 
may be computed from the following formule: 


E=D-+}4" for D=}” to 2” (inc.). 
EH=D-+}%" for D=?,and upwards. 
H =D for all sizes. 


The dimensions of the hex. hd. cap screws will be found in 
columns 8 and 9, Table 1, or may be calculated from the formule, 


G=D+ 3," for D=}"” to 75” (inc.). 
G=D+i" for D=%4” to 14” (ine.). 
H=D for all sizes. 


The square heads are rounded with 
a radius equal to 3D as shown in Fig. 
62. This view shows one face of the 
square while the two faces are visible 
in Fig. 61. The dotted lines in Fig. 
62 show where the corners will appear 
when two faces are visible. The hexag- 
onal head cap screw is chamfered (bev- 
eled) by a cone. This protects the 
corners from injury. The angle of the 
cone surface with the edges of the head Fic. 62. 
is taken as 60° or 45°. The curves on 
the faces called chamfer curves are hyperbolas since they are 
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sections of a conical surface cut by planes parallel to the axis. 
These curves are drawn with circular arcs as shown in Fig. 69, 
which illustrates the construction and delineation of the U. S. 
St. hex. hd. for a bolt. The cap screw head is smaller across 
flats than the U. S. St. bolt head and requires less room for 
turning. 

64. Whenever a hexagon is drawn it is circwmscribed about 
a circle whose diameter is the distance across flats. To draw 
a hexagon proceed as follows, referring to Fig. 63 for numbers. 
(F) is for a hex. whose long diameter is parallel to the T square 
blade, while (G) is for the position of the long diameter per- 

pendicular to the blade. In (F) 

Z draw 1-2-3 lightly with T sq., 
then draw 4 and 5 heavy with 
triangle, reverse triangle and 
draw 6 and 7 heavy. Then go 
over 1 and 3 with T square, 
; making them heavy between 4 
Method of drawing Hex, and 6 and 5 and7. In (@) all 
Fic. 63. the lines are drawn with triangle 

insteadof with Tsq.and triangle. 

The long diameter or diameter across corners of a hexagon 
equals 1.155 times the distance across flats. That of a square 
is 1.414 times the distance across flats. This shows that a 
square head requires 23% more space for clearance in turning 
than a hex. hd. having the same distance across flats. 

The governing dimensions of the screws previously mentioned 
are, 1, the diameter of body (D). 2, style of head. 3, length 
used in ordering as indicated by L or word length in preceding 
figures. 4, length of threaded portion (usually=% the length 
given by 3). 5, number of threads per inch if different from 
standard number. The length 3 is determined from the thickness 
of the loose part which the screw holds in position, called the 
grip, plus the amount which enters the tapped hole equal to 14D. 

65. Lag Screws are used for fastening machines to wooden 
floors, wooden joists, etc., and have sq. heads chamfered at 
45°. The body is threaded with a wood screw thread to give 
it more holding power in wood. The proportions of head are 
shown in Fig. 64 as well as the shape and general method of repre- 
sentation. M=%3D. The chamfer circle in the end view is usually 
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drawn tangent to the sides of the square and the chamfered 
corners omitted in the front view. 

66. Wood Screws usually have flat heads like that shown 
in Fig. 57, with the angle between 
the sloping sides of the cone equal Cpl f nite ‘a 
to 82°. There are other styles of 
head. The diameter of body is oye Bere 
given by a screw gauge number, TG On 
the sizes running from 0 to 30. 

The lengths run from 7” to 6” with threaded portion equal to 
zy the total length of screw. 

67. In all the screws thus far mentioned the mode of fastening 
is to drill a hole through the smaller of the parts to be joined 
and tap a hole in the larger part. The screw is then put through 
the drilled hole and screwed into the tapped hole until its head 
pinches the two parts together. 

68. If a part of a machine must be often removed, the screw 
must be taken out of the tapped hole at each removal, thus 
wearing the threads in the hole. In order to obviate the wear 
in cases of this kind a stud bolt is used. A stud bolt is a cylinder 
threaded at both ends. One end is firmly screwed into the tapped 
hole and remains there permanently. The other end projects 
through the loose part of the machine far enough to take a nut 
which screws on the end and presses the loose piece against the 
stationary part. By removing the nut the parts can easily 
be separated and the wear of the unscrewing and screwing will 
come on the threads of the stud and nut. A stud bolt with 
hex. nut is shown in Fig. 65. 
The threaded end C screws into 


AN the tapped hole and has a length 
~(i of thread equal to 14D. B is 
equal to the thickness of loose 

Stud Bolt and Nut part (grip) minus 3’... A equals 
Fic. 65. the depth of nut (H) plus 


4”) H=D,F=8D+}". Ahex. 
nut can be drawn by the conventional method shown in Fig. 
69 instead of the method shown in Fig. 67. When the nut is 
tightly screwed against the part which it holds in place, its top 
should be flush with the cylindrical end of the bolt, not as 
represented in Fig. 65. 
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Stud bolts are used in steam engine and pump cylinder heads, 
steam chest covers, and in all places where frequent removals 
would tend to wear the threads in a tapped hole. 


Test No. 1. Arts. 31-68. (2 hours allowed) 


1. Show to scale the cross-section of a 5’’ channel. The flange 
width is 12”, thickness of web 3", gauge line 13” from back of web. 
Rivet 2”. i 

2. Sketch the outline of 3 styles of rivet heads and name each one. 

3. Sketch a single riveted lap joint and indicate the “pitch” of 
the rivets. 

4, Using your scale for C. I. fittings, construct full size a 2’ x13” 
reducing tee (standard pattern). Dimension the drawing completely 
so that the tee can be made from your drawing. 

5. Show a short length of a cyl. 2’ diam. threaded with a double 
V thread, right hand, 3’’ pitch. (Do not construct helices.) 

6. Make a working drawing of a stud bolt without a nut. Diam. 
2”, grip =11”, give total length, distance threaded and not threaded. 


Test No. 2. Arts. 31-69. (2 hours allowed.) 
1. Show to scale the cross-section of a 4’ X2%” Z bar. Web thick- 


ness =3”’, gauge line 13” from back of web. Rivet =%”. 

2. Sketch a double riveted lap joint when P —d =3”, P, =.6(P—d) +d, 
The plates are 3’’ thick. Use button head rivets. 

3. Using your scale for C. I. fittings for W. I. pipe, construct full 
size a 3’ X14” reducing tee (Standard pattern). Show half the front 
view in section. Dimension your drawing so that the tee can be made 
from it. 

4. Show a short length of cyl. 23” diam. threaded with a mod. sq. 
thread of 3” pitch. Thread is left hand double (use straight lines for 
helices). 

5. A tap bolt is to be made fora 13” grip. 2” diam. 


‘ 3 i 


Make a drawing of this bolt showing its length, length of thread, head, ete. 


69. Tap Bolts are like cap screws in having a hex. head on 
one end of a threaded cylinder. The head is thinner and wider 
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across flats than the cap screw head. Fig. 66 shows a tap bolt 
head. The formula for F is the U. S. Standard F=3D+2”. 
The body is threaded ? its length. 
The dimensions of these heads will be 
found in Table 1, columns 4 and 5. 
The manufacturers of bolts make a 
tap bolt with a head so proportioned 
as to permit of its being made at one 
upset thus reducing the cost. This is 
called the Manufacturers’ Standard tap 
bolt and F=13D. The dimensions of these heads are given in 
Table 1, columns 6 and 7. 

70. A Through Bolt is used to fasten two pieces together 
when there is room for the bolt to pass entirely through both 
pieces and take a nut on the projecting end. The head is 
either hexagonal or square and the nut is the same. Square 
heads and nuts are used on rough work principally. 

The dimensions of through bolt heads and nuts are based 
on formule adopted by manufacturers throughout the United 
States and called U.S. Standard formule. 


Fic. 67.—U. S. Standard Bolt and Nut. 


Fig. 67 shows a complete through bolt with hex. hd. and 
nut. The formule for obtaining the values of the letters when 


D is known are 


T=D, F=15D£V" h=>. 


These formulz hold for square or hexagonal forms. The long 
diameter of the hex.=1.155/, that of the square 1.414 F. 

In Table 1, columns 2, 3, 4, 5 will be found the dimensions 
of heads and nuts for values of D given in column 1. Fig. 68 
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is a scale for obtaining the dimensions of a U. 8. 8. bolt head 
and nut, by measuring with the compass. For conventional 


Fig. 68. 
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representation of U. S. S. nuts and heads on drawings, the long 
diameter of the hex. may be taken as twice the bolt diameter 
and the diatance across flats as 12 the bolt diameter. This is 
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exact for a 2’’ nut but is too small for sizes below § and too large 
for sizes above. The method of drawing chamfer curves con- 
ventionally is shown in Fig. 69. If one view of a nut is given 
the dimension across flats or long diameter—whichever required— 
for the other view, may be found graphically by drawing a 30° 


For Nut For Head: 

= acs 
Q 
N lap 


A A 
Bolt Head and Nut. Conventional ChamferCurves 
Fic. 69. 


line from the center of the given view as shown in the views 
of Fig. 69, either to meet the outside vertical line as in the view 
of the two faces AZ, or until it meets a 60° line as in the view 
of the three faces at AC;. AH equals D and AC, =D. 

71. A square nut with spherical top is shown in Fig. 71. 
The hole for the bolt cuts out the top of the sphere, leaving a 


a. — 

an 
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Fie. 70.—Wing Nut. Fig. 71.—Sq. Nut. 


flat which must be allowed for in drawing the curve of the top. 
F=3D+2” for U. S. 8. nuts and bolt heads. H=D for nuts, 


h => for heads. 
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72. Wing nuts are often used on bolts from % to 3’’ diameter. 
They are designed to be turned by the thumb and finger and 
are sometimes called thumb nuts. Their dimensions as shown 
by letters in Fig. 70 will be found in Table 150 below. 


TABLE 15b 

Wine Nots 
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1 its | 5 3 3 1 at 5. 
4 16 8 8 8 8 16 ay 
26. 1 3 1 Ae 1 At: 
16 13 t z 1s 32 2 16 
3 15 13 E9¢ al ats a ae 
8 8 16 16 2 32 2 16 
eT yi8 oT: 5 02 5s 5 an) 
16 16 8 8 16 32 8 2 
a 95. {25 3 sist 5 3 3 
2 16 16 4 16 32 4 4 


73. The length of a bolt is the distance measured from the 
under side of the head to the end of the threaded shank and 
does not include the rounded or beveled end. The grip is the 
thickness of the material to be clamped between the head and 
nut. In listing or ordering bolts the following dimensions and 
data are necessary: 

1, number wanted; 2, diameter; 3, kind of head; 4, length; 
5, grip; 6, location. 

74. Besides the bolts already mentioned, there are Coupling 
Bolts, whose heads have the same 
dimensions as U.S. St. nuts. They 
are provided with U. 8. St. nuts and 
are used on flanged shaft couplings. 

Tee Head Bolts used to fasten 
down work on _ planer carriages, 
testing floors, ete., where slots are 
made with wider spaces beneath. 
The heads are made as at (A) 
in Fig. 72 so as to pass through 
the slots and then turn through 
90° in the space, or the bolts 

Fic. 72.—Tee Head Bolts, 27e pushed into the slot from the 
end and have a square on the 
shank to prevent turning in the slot as (B). 
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Swing Eye Bolts have a head cylindrical in shape through 
which a pin can be passed perpendicular to the axis of the bolt. 
The dimensions may be taken as A= 
13D, B=D, C=141D. This is shown in 
Fig. 73. . 

75. Foundation Bolts are used for hold- 
ing machine frames, engine beds, roof 
trusses, etc., to concrete or masonry foun- 
dations. They are divided into two Fic: 73. 
classes, viz., those imbedded in the Swing Eye Bolt. 
masonry and those passing through it. 

The Lewis bolt and rag bolt belong to the first class and 
the cottered bolt to the second. The rag bolt shown in Fig. 74 
has the shank tapered of pyramidal form with jagged edges. 
A hole wider at the bottom than at the top is cut in the stone. 
The bolt is then placed in position and molten lead or sulphur 
poured in the space between the stone and head. Of course this 

bolt is difficult to remove and is used for permanent fastenings. 
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Fia. 74. Fig. 75.—Lewis Bolt. 


The Lewis Bolt has a shank of rectangular section. One 
side of the head is parallel to the center line of the bolt and the 
other tapering as shown in Fig. 75. To fix the bolt in position 
it is dropped in the hole and moved over against the tapering 
side of the hole, after which the key is dropped in. Tightening 
the nut wedges the head and key firmly in the hole. There should 
be some clearance below the head to facilitate the removal of 
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the bolt. The taper is about 13’ to 12”. Key thickness 7 
D 

equal to 2° 
The Cottered Bolt passes clear through the masonry, and has 

a washer and cotter at its lower end. Dy; is the diameter at the 
root of thread when the outside diameter at the threaded end 
is D. Do is the diameter at the cottered end, which is greater than 
D, to compensate for the material cut out for the cotter hole. 


Fic. 77.—Lifting Eye Bolt. 


Fig. 76.—Cottered Bolt. 


If D, is the diameter of the rod at root then the thickness 
T of cotter may be 4D1, Dz=11D,;. The other dimensions are 
given on the sketch shown in Fig. 76. 

Lifting Eye Bolts are used for the purpose of attaching a 
hoisting rope or hook. Fig. 77 shows the general outline. The 
dimensions are as given in the table. 


Eyre Botr Dimensions 


A B 6 D EH F G 
: se é aA 1 _ 1 
2 8 8 “16 4 
5 24 4 23 ts 1} 1 
Z 3 2 23 16 li 1; 
3 , i 215 ; 1H 1 
1 i LE 3h is 1 1 
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76. When bolts and nuts are used on machines subject to 
excessive vibration the nuts tend to work loose and then work 
off the bolt. To prevent this, various methods of locking them 
have been devised, the best known and most common one being 
the locknut. This is an extra nut screwed tightly against the 
regular nut to jam or lock it on the bolt. 

The nut used for this locking is usually half as thick as a 
U.S. St. nut and is chamfered on both ends. 

Since the top nut takes all the load it should be the larger 
one; but owing to the difficulty of turning a thin nut with a 
standard wrench, when placed beneath a 
standard nut, in practice the thin nut is 
placed on top. 

Quite often when two nuts are used 
as above, the standard nut and the lock- 
nut are each made one-half the total 
thickness of the two together, that is, each 
one is ? as thick as a standard nut. 

Sometimes the end of the bolt which 
projects beyond the nut is turned down 
to the diameter at the root of the threads 
and a hole is drilled through it close to 
the nut. A split cotter pin is put through 
this hole and the split ends spread apart. 
See Fig. 78. This prevents the nut from working loose. The 
dimensions of split pins will be found in Table 12, page 16. 

77. The Association of Licensed Automobile Manufacturers 
has recommended for automobile work a bolt with threads of 
finer pitch than the U.S. St. number, and also a castle nut or 
capstan nut. The material of the bolt and nut is high grade 
steel having a tensile strength of 100,000 lbs. per sq.in. and an 

elastic limit of 60,000 Ibs. per sq.in. 

The forms of nut and head and their dimensions are shown 
in Table 14. The cotter pins are those shown in Table 12 and 
called split pins. A hole is drilled through the bolt so that 
when the nut is screwed on tight, this hole lines up with one of 
the slotted holes in the nut. The split pin is then pushed through 
nut and bolt and opened at the split end to prevent it from 
backing out of the hole. This prevents the nut from loosening. 
On the bolts for connecting rod ends and on piston rod ends a Penn 
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or Ring nut is often used. See Fig. 79. The part (A) of the rod 
is counterbored to take the lower part of the nut which is turned 
to fit and also grooved. A set screw passes through A and bears 
against the bottom of the groove, thus locking the nut. ‘The prin- 
cipal dimensions are also given in Fig. 79. The diameter of the 
turned part of the nut is a trifle less than the distance across flats. 

78. A spring washer is also used to prevent a nut from working 
off. It consists of a piece of spring steel forming a portion of 
a helicoid. This is slipped over the bolt and the nut is screwed 
on pressing the washer down between the nut and fixed surface 
of (C). The sharp edge of the washer cuts into the under 


Fria. 79.—Penn or Ring Nut. _ Fia. 80.—Spring Washer. 


side of the nut, preventing any reversal of motion with consequent 
working off. A and B of Fig. 80 show the washer before and 
after screwing up the nut. 

79. Washers. When the surface against which a nut presses 
is rough or uneven, a washer is used to provide a smooth surface 
for the nut to turn on. It is also used to distribute the pressure 
of the nut over a larger area, when the material, against which it 
bears, is not strong enough to resist the pressure. 

Washers are also used under heads or nuts which bear against, 
wood. 

The diameters of U. 8. St. washers are as follows: 

The thickness is given by the wire gauge number or by the 
nearest fraction following. 


From d=1}” to 2” (incl.). D=2d+2” | d=diam. of bolt, 


From d=;5" to 3" (incl.) D=2d+2” 1 D=outside diameter 
From d=8” to 22” (incl.) D=2d+3"” of washer. 
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Thickness of washer = 7’. 


For d= 1” and 3" T=No. 16=;;” 
6 d= gr ce a5” T=No. 14= 3,” 
6 d= a” 66 7" T=No 12=3,” 
66 d= 3” 66 3” T=No 10= ad 
tS Cee acemtowel f T=No. 9=3%,” 
cé d=13" 66 Oe T=N ‘ 8=321" 
ce gag” T=No. 6=3%" 


80. Set Screws. Besides the bolts and screws already men- 
tioned, there is a class of screws used to prevent relative motion 
between two machine parts in contact. This relative motion 
may be prevented by tapping a hole through one part and screwing 
a set screw through this hole until its point presses hard against 
the surface of the other part. It is evident that the pressure 
thus produced will not be sufficient to overcome any very great 
tendency to move, therefore set screws are used principally 
in cases where adjustment is needed, or some part is to be held 
in its proper position. They are made of iron or steel, case 
hardened. The point of the set screw may have to bear against 
a flat or curved surface; accordingly there are a variety of points. 
In Fig. 81 an oval point and cup point are shown. The radius 
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Oval wy Cup Point Loth 
Square Head Set Screw 


Fia. 81. 


of the oval point is equal to D. The radius of the cup may be 
os the slope of the beveled part being 60° with the sides of the 
threaded part. Instead of the rounded cup, a conical cup is 
often used which is made by a drill point. 

A cone point is also used, the angle at the point being 60°. 
A flat point is occasionally found in adjusting screws, the end 


. D 
being beveled at 45° and the length of bevel being 3" 
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Heads of set screws are square, with a rounded top whose 
Deas 
radius is 2D. The length of head H is equal to D, or 5, giving 


the names high head and low head respectively. The head is 
separated from the shank by a neck whose approximate diameter 
is equal to the diameter of the threads at the root. 

The length of this neck is about twice the depth of thread. 
The under side of the head is generally rounded with a curve 
whose radius is the same as the top, viz., 23D. The diameters 
of set screws begin with 1”, vary by 7s to 3”, then by 3” to 1”. 
The shank is threaded its whole length by U.S. St. threads, the 
number of threads per inch being given in column 16, Table 1. 
The length of neck may be taken equal to the difference between 
columns 18 and 19, in Table 1. In cases where it 
is objectionable or contrary to law to have the 
head of a set screw project above the surface of 
the piece into which it is screwed, it is made 
without a head, as shown in Fig. 81 on the right. 
A slot is made for a screw driver in one end to 
enable it to be turned into place, or it is made 
as shown in Fig. 82 which shows a hex. hole in 
the screw in which a key can be inserted. The 

Wig. 82. bolts and screws with their fittings which have 

Set Screw, . been treated thus far are the principal ones 

used in ordinary machine design. There are 
many others for special work, many of them being shown and 
described in the American Machinist’s Handbook, by Colvin and 
Stanley. 

81. As previously stated, in calculations which involve the 
tensile strength of bolts or screws it is customary to consider 
the area of the bolt or screw at the root of the thread. In 
Table 1, Column A, this area is given for each bolt when the 
thread is U. 8. St. If we consider this area to resist tension at 
the rate of 1000 lbs. per sq.in. of area then column D shows 
the load in pounds which the bolt will carry. If we allow 2000 
Ibs. per sq.in. then the bolt will carry a load twice as great as 
the load of column D. By the same reasoning a strain of n 
thousand lbs. per sq.in. will permit loading the bolt with n times 
the load given in column D. Small bolts are more liable to be 
overstrained by screwing up the nuts too tightly, especially in 


Ly, 
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cases where joints are kept tight by means of the bolt tension. 
When calculations of this kind are made, the strain at the root 
section should be proportioned somewhat as follows: 

Large bolts and studs; iron, 6000; steel, 8000 tc 10,000. 

Bolts 7” and under, 2500 to 5000; steel, 6000 to 8000. 

Bolts on cylinders under 10’ diam., 3000 for iron, 5000 for steel. 

Bolts under 3’’ diameter are to be avoided in places where 
they are subjected to much pressure in screwing up. 

A workman can easily twist off a 3’ bolt by applying his 
whole force at the end of an ordinary wrench whose handle 
has been lengthened by a convenient piece of gas pipe. 

The theoretical length of the wrench handle is about 15 times 
the bolt diameter (d) and the average force exerted by a workman 
will be 40 lbs. With this leverage and pull, a half inch bolt will 
be strained to 15,000 lbs. per sq.in. at the root. The strength 
of a bolt to resist shear will be found in column £, Table 1, for 
a strain of 1000 lbs. per sq.in. For (nm) thousand lbs. per sq.in. 
multiply the tabular value by (n) to find the strength of the bolt 


INSTRUCTIONS 
Screws and Bolts 


Plate 1, No. 1 paper. 2 hours allowed. Av. total time required 2.9 
hours. 

Fig. 1. Draw side (partly in section) and end view of a tapped 
hole for a bolt D =(’’) with a bolt end in the hole for the max. distance. 
The material in which the hole is tapped may be sectioned for C. I. 

Fig. 2, make side and end views of a (a) head machine screw, D =(”’). 


Grip =(”’). 
Fig. 3, make side and end views of a (b) head machine screw, D=(”), 
Grip =("). 


Fig. 4, make side and end views of a (c) head cap screw D=(’) 
Grip =(’’). Show the max. number of faces in the side view. 

Fig. 5, make side and end views of a stud bolt with a hex. nut (3 
faces showing). D=("). Grip =("). 

Fig. 6, make side (2 faces) view and end view of a tap bolt. Grip = 
("). D=("). Name of plate to be “Screws, Tap and Stud Bolts.” 
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Fig. 1. Fig. 2. Fig. 3. Fig. 4. Fig. 5. | Fig. 6. 
s : RS 5 hs 
5 ¥ 2, roy roy 
} D” a D" ee b D” 4 c De es Dr” 5 D"” 5 
a oO oO 5 
hh 9 9 
1} 1 |Fillister? | 1 /|Button| 1 | 2 | Hex.| 2 eo ae LSet ete 
2) 4 | eaheas anes ede eda a al Satoh 3 
ny 
3) 4 pemes ii Pemier | eo Dex.) 2% 2 get a 2 
4, 20 See ae set |Sq. |b) eed Laid 
y fi 
per eenbeee: ch ih) Lc MS Ss Caer mh Oat ee fares hs: 
eh 
6) 14 coat (oP Pint 2) 2) Sq. 2 te | 2a hehe 1 
7 x6 ek: 5 Mo erehd | exes) te | ieee Se 
3 
8) 1 etree ee es ils |) Salers re 4 2 5 1 
9 3% 2 ole a 2 | +| Hex. ¢ | te] 3 a | 8 1 
1 
10) 7 Ae ae 15 oe hes, | 7 | Sq. | 2 3 | 2 fase 1 


Plate 2. No. 1 paper. 2 hours allowed. Av. total time required 
2.4 hrs. 

Fig. 1, draw a side view, front view and two end views of a U. 8. St. 
hex. hd. bolt with hex. nut. D=(’). Grip=(’). In the front view 
show two faces of head and three faces of nut. End views each side 
of the front view. 

Fig. 2, draw a front view and two end views of a U. 8. St. sq. hd. 
bolt with sq. nut. D=("). Grip=(). 

Show one face of the head and two faces of the nut in the front 
view. Use spherical finish for both head and nut. Name of plate to 
be “U.S. St. Bolts and Nuts.’ Give all dimensions of heads and nuts, 
length of bolts, ete. 


TaBLE FoR Dara ror Pu. or U. 8. St. Bours 


No 1 2 3 4 5 6 U 8 9 10 
D=i 2 $ 3 6 1 13 li 16 16 
Fig. 1 
Grip =1 z z H 4s || ae ike ju 1 
D=i| 1/4 | 4 [4] wl 4] wld | 4 
Fig. 2 
Gip=?]} 1/1 | 4] ¢] 2] 2/8] 2] H 


Prob. 1. (a) Calculate the load a 3” steel bolt will support in tension 
when the material is strained to 6000 lbs. per sq.in. (b) Same for a 
#” steel bolt. 
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Prob. 2. How many bolts and of what diam. will you use to sustain 
a load of 30,000 Ibs. in tension? 

Plate 3. No. 1 paper. 2 hours allowed. Avy. total hours required 
2.94, : 
Fig. 1, draw side and end views of a sq. hd. (a) point set screw. 
D=("). Length=("). Show two faces of head. 

Fig. 2, draw two views, front and either top or side of a lifting eye 
bolt whose shank diameter A =(’). 

Fig. 3, draw the top and side view of a Penn nut for a bolt whose 
diam. d=(’’). Show the nut as it appears on a bolt passing through 
a machine part with the set screw in position. Put a split pin through 
the bolt end. 

Fig. 4, draw the front and top view of a cottered bolt with a hex. 
nut. The material through which the bolt passes as well as washer 
and cotter are to be shown in this view. D=("’). Grip to be assumed. 
Make a side view of the cottered end. 


ASSIGNMENT TABLE FOR PLATE 3 


Fig. 1. Fig. 2. Fig. 3. | Fig. 4. 
No. 

a D Length. A d D 
1 oval 2 1 4 i 3 
2 cup is 3 3 14 1 
3 oval + 1 Q zt 1} 
4 cup 3 i 3 14 5 
5 oval 3 1 i 13 13 
6 cup 3 1 1 1 3 


CHAPTER VI 
KEYS, COTTERS, ETC. 


82. WueEn two machine parts are to be fixed in such a manner 
that one part cannot rotate around the other, they are generally 
keyed together. Examples of this are found in wheels placed 
on shafts and keyed to them, rocker arms or levers used to turn 
shafts, cranks of engines, hand wheels on valve stems, etc. 


Z > <>yY 
Saddle Key (F) Flat Key G) Pin Key(H) 
Fia. 83. 


There are many ways of keying and the draughtsman must 
choose the style best adapted to the case in hand. A Saddle 
key is used for light work and acts by friction on the shaft. A 
Flat key rests on a flattened surface on the shaft and is made 
with a slight taper on the top in the direction of its length and 
driven into the groove in the hub from the end of the groove. 
The Pin key is a tapered pin driven into a tapered hole drilled 

half in the shaft and half in the 
key NX hub. These are shown in Fig. 


i (ire. ec = 83 by sections perpendicular to 
See aaa the axes of the shaft. 

The Feather key is made with 

Feather Key Side two gib heads fitted on both sides 

Tiered. of the hub, the object being to 

allow the wheel to slide along a 

shaft and still turn with it. The side view of this key is shown in 


Fig. 84. The sides of the key are parallel, also the top and bottom. 
98 
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83. Sunk keys are let half into the shaft and half into the 
hub which is to be keyed. The sides of such keys are always 
parallel while the top is on a slope with the bottom. The sides 
of these keys fit tightly against the sides of the grooves in the 
shaft and hub, but the tops may or may not fit. The bottoms 
fit if the key is placed in the shaft and the hub driven on. A 
sunk key is shown in Fig. 85 (end and side views) together with 


Key andSeat 
Fia. 85. 


the shaft and hub which it keys. The key has a length L, 
width W and thickness 7. Good proportions for W and T 
are given by the following formule: 


W=%;D+2", T=3,D+}”, D=the diameter of shaft. 


When a sunk key is tapered it is usually provided with a 
gib head to facilitate its withdrawal 
from the shaft. The dimensions of 
this head are shown in Fig. 86. W 
and T are the same as above. El eek 

84. The grooves in the shaft ; ; 
and hub are called key slots or Drive Key (Gib head) 
key ways, and the two methods Fia. 86. 
of cutting them in the shaft are 
shown in Fig. 85 and Fig. 87. In Fig. 85 two holes are 
drilled in the shaft W’ diameter and L’’ apart. The metal 
between these holes is then cut out, leaving a slot or keyway 


of width (W) and depth 5 with semicircular ends. The key may 
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have semicircular ends to fit the keyway or be cut square with : 
a length equal to L only. If the key seat is cut with a milling 
cutter it appears as shown in Fig. 87 (D) side view. The cutter 


Keyway cut by Cutter 
Fig. 87, MF 
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Keys prosectabove shaft £ 
Large Sizes 26-36 
Fic. 89.—Woodruff Keys. 
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of D (diam. of shaf#) 
Fira. 88.—Scale for Values of W and 7 
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He 


has a thickness equal to (W) and cuts a keyway 7 deep whose 


length is (L). This keyway has a curved bottom surface at 
the ends, the radius of the curve being equal to the radius of 
the cutter, say from 13” to 3’. In Fig. 87 (C) is a top view 
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of the shaft showing the key in the keyway. Fig. 88 is a scale 
for finding values for 7 and W for different diameters of shafts. 
The letters correspond to those in Figs. 85, 86, 87. 

85. Woodruff Keys are used for light work and are very easy 
to fit. The key consists of part of a disk as shown in Fig. 89. 
The key seat in the shaft is made by sinking a milling cutter 
into the shaft. The diameter of the cutter is D. The key 
projects above the shaft one-half its thickness. If the hub 
to be keyed is long, then two or more keys are used. The keyway 
in the hub is made in the ordinary way of width C and depth 
-. The dimensions for different sizes of keys are given in 
Table 15, page 18. 

For light work it is often convenient to use taper pins instead 
of keys. The holes for such pins, after drilling through shaft 
and nut, are reamed to the taper of the pin and the pin driven 
in until the small end comes through the hub. The pin can be 
easily removed by striking on this end and driving it out. 

86. When two rods are to be connected rigidly in such a 
way as to transmit force in the direction of their length only, 
the most convenient joint for the purpose is the cottered joint. 
The cotter is a flat bar, wedge shaped, and driven into a slot in 
such a way as to firmly hold the parts against either tension or 
compression. The end of one rod is enlarged to form a socket 
into which the end of the other rod fits. Both of these rod 
ends are provided with slots which are in line when one rod end 
is fitted into the socket of the other. The cotter is then driven 
through these slots, making the complete joint as shown in Fig. 
90. It can be shown that when the joint is in tension its parts 
will be of the same strength when the proportions are as follows: 


D 
D,=1.21D, D=.82D;, D2=1.75D, B=1.31D, i=, 


m=N=from 3D to D, D3=2.42D, Ds=1.4D, t2=.42D. 


There must be clearance in a cottered joint if the cotter is 
to draw the rod end of # tightly into the socket /. This clearance 
is provided at (cl) in the rod end and at / in the socket. The 
cotter is driven home in this kind of a joint and the clearance 
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varies from 7’ to 2”. The total taper of the cotter must 
not exceed 9°, to prevent the cotter from slipping back when 
the surfaces in contact are greasy. This corresponds to a taper 
of 1 in 7. In order to be on the safe side, the taper is made 
less than this, viz., from 4” per foot to 4 per foot. If there 
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Fre. 90.—Cottered Joint. 


is some arrangement for keeping the cotter from loosening, this 
taper may be increased to 1 in 7. Cotters are used to fasten 
uprights to bed plates, pistons to piston rods, piston rods to cross- 
heads, connecting rod stubs to straps, for foundation bolts with 
C. I. washers, etc. 

87. If a cotter AD was driven so as to draw the straps CB 
onto the connecting rod F, Fig. 91, the friction of the cotter 


against the strap at H would cause it to take the position shown 
by dotted lines at B. To prevent this a gib is used as in Fig. 
92. In this case the taper is on cotter and gib, and the holes 
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in the parts held together, have parallel sides. Two gibs are 
sometimes used, the taper being equally divided between them 
or on one only. The distance B is the same as for cotter alone 
as given in Fig. 90. 


INSTRUCTIONS 
Keys and Cotters 


Plate 1. No. 1 paper. 2 hours allowed. Av. total hours required 
3.13. 

Fig. 1, draw the end, top and front views of a shaft. D=(_ )” con- 
taining a sunk key. All three views must show the key in position in 
the keyway. Keyway to be placed as shown in Fig. 87 but made as 
shown in Fig. 85. Use letters for dimensions of key except for L which 
a ( Ne 

Fig. 2, draw 2 views of a section of shaft 13’’ diam. and show a 
Woodruff key No. (__) as it would appear in this shaft. 

Fig. 3, make 3 views of a cottered joint as shown in Fig. 90 when 
the value of D=(_ )’’. Name of plate is “Keys and Cotters.” 


TABLE FOR PLATE ON Krys AND CoTTEeRS 


4 Fig. 2. : F Fig. 2. ; 
Fig. 1. Big. 3. Rigs 1: Fig. 3. 
ROME cali al resets) <a) eal Da alt cca Weta 
i 1% 2 10 13 i 1; 14 Dit ii 
2 (EAD 11 13 8 {ee 3 E i 
3 2 2 12 13 9 1H 2 25 1+ 
4 ores 13 13 10 135 12 26 14 
5 21 2 15 12 11 EE 31 135 
6 3 2 19 13 1) Da), 32 15 


CHAPTER VII 


SHAFTING AND SHAFT COUPLINGS 


88. A BAR arranged to rotate about its axis and transmit 
power is called a shaft. The cross-section of this bar perpen- 
dicular to the axis of rotation is in practice either a square or 
a circle, although at the points of support it is always a circle. 

When a shaft is too long to be made in one length two or 
more lengths are used, joined together by couplings. 

The diameter of a shaft depends on the power it transmits, 
the load on it, the distance apart of the bearings which support 
it, as well as the kind of material of which it is made. 

Shafts are accordingly divided into two classes: (a) Those 
which transmit a uniform torque and are not subjected to bend- 
ing, and (6) those which transmit torque and are subjected at 
the same time to bending due the weight of the rotating parts to 
which it transmits or from which it receives power. Case (a) is 
the only one which we will consider here, as it is much more 
common than case (b) besides being less difficult of calculation 
without a knowledge of mechanics. 

89. If a force F acts at the end of and perpendicular to a 
lever (as in Fig. 93, (a)), whose length is R, or at the rim of a 


/= 
Gear ie Pulley 
@ « 
(b) Ds (c) By 
ana, 75 


T= (i¢-Ts)R 


gear whose radius is R, the product FR is called the twisting 

moment or torque acting to twist the shaft d, that is T=FR. 

Let 7 =the torque, d=diameter of shaft in inches, f;=maximum 
104 
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shear stress in the shaft. N=R.P.M. of shaft. HH =horse-power 
transmitted by the shaft. Z=modulus of the section of shaft. 


rd? : ; 
Z=——~ for a circular section. 


16 
Then 

T= 0j,— 755, Pere is 0 
or | 

Pe ee 
also 

ee el i ee 


The value of f, varies from 6000 lbs. for wrought iron shafts, 
to 13,500 for steel shafts. The horse-power transmitted is equal 


to H -, but V=2zRN, where RF is the radius in feet to the 
point of application of fF. But 7=FR where R# is in inches, 
bee x 2nN es foes F CERN 
and H= 12<33000 (if R is taken in inches) from which H = 63000" 
Substituting for FR its value 7 we have, come T, and 
substituting again in (2) this value of 7 gives us 
5. 1H X63000 
CAN eh sca ar 
If fs=9000, 
jak 
= Sia 
then a=3.3,l"t, Bee ies tea AS 
If fs= 13500, 
3/H 


then GAT YEW ne a oar a erie (3) 
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We thus have the means of determining the diameter of a shaft 
to transmit a given horse-power at a given number of R.P.M. 
or the converse. Shaft diameters vary by sixteenths of an 
inch and are 75”’ less than the nominal size; that is, a 2” shaft 
is 143” in diameter. 

90. There are several kinds of shaft couplings in use, divided 
into two classes, (a)«fast or permanent, comprising muff and 
flange couplings, and, (b) disengaging couplings of the claw 
coupling type. 

Flange Couplings consists of two cast iron flanges or disks 
keyed to the ends of the shafts and held together by bolts. 


Coup 
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Cast Iron Flange Coupling 
Fig, 94, 


The whole power of the shaft is transmitted through these bolts 
which are in shear. 

Fig. 94 shows a flange coupling whose bolt heads and nuts 
are not protected. Each flange is turned true with its own 
shaft after being keyed on. The faces of the flanges are then 
brought together, the alignment of the shafts being insured 
by allowing one shaft to pass through its own flange and enter 
the shaft hole of the other flange about 2’. The two shafts 
in this case must be of the same diameter. The ends of the 
shafts which enter the flanges are often turned down to a smaller 
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diameter to provide a shoulder for the flange to fit against. The 
keys are driven in from the face of the flange, before the flanges 
are trued and brought together. The bolts are carefully fitted 
to the holes in the flanges as they are in shear. The dotted lines 
near the joint of the flanges represent recesses in each flange 
face which do not have to be machined as the flanges only come 
in contact beyond them. Otherwise thessurfaces of the flanges 
are finished in the lathe. The fillet joining the flange to its 
hub is made with as large a radius as possible but not so large as 
to bring the curve under the hex. nut and prevent it from turning 
freely on a flat surface. The outer edges of flange and hub are 
rounded off to prevent the sharp edges from injuring the workmen. 

The radius of fillets varies from }” to 3’.. As a rule rounded 
external edges are for safety and looks while internal angles 
are filleted for strength. The number of bolts used depends 
on the diameter of shaft but not in a direct ratio, as the number 
is usually not less than three and increases by even numbers 
from four upwards. There is no real reason why odd numbers 
of bolts cannot be used, but they are not as a rule. 

If N equals the number of bolts, then N may vary from 
3D+2, to D+2, where D is the shaft diameter (nominal). 

91. Since the bolt diameter influences the diameter of the 
outside of the flange it is better to have more bolts of smaller 


diameter than fewer of large diameter. 


If d=bolt diameter then we may take gO +38", using 


the nearest U.S.St. diameter above the value of d obtained. As 
the bolts take the strain of transmission through the coupling we 
may determine the shear in them by the following: 


nd? Ae Dx 
ZT XIXN Xa = FG Xfo- 


= Dxf,.x4X2_ es D*f, 
~ 16Xxd?xAXN’ 2d2AN’ 


Where f=shear in the bolts and 4 =radius of bolt circle 


given below. f,=shearing strain allowed in the shaft. 
Low and Bevis give the following values for the lettered 
dimensions of Fig. 94. 
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riae="S4, gS +3", 
D=diameter of shaft, e=varies from #”’ to 3”, 
B=1.8D-+40.8", F=0.35D+.35", 
A=B+3,2d, L=1.2D-+0.8”, 
C=B+6d, eto k” 


t and w are standard key dimensions given by the scale m 


Chapter VI. 


All calculations to be reduced to nearest sixteenth of an inch. 

_ 92. The principal objection to flange couplings like the one 
shown in Fig. 94 is the liability of an accident from the pro- 
jecting bolt heads or nuts. The objection is overcome by mak- 
ing an external flange deep enough to guard the heads and nuts. 
A coupling of this type is called a pulley coupling and is shown 
in Fig. 95. The flanges are keyed to their respective shaft ends 
and bolted together. The principal dimensions taken from 
D. A. Low’s Mechanical Engineer’s Pocket book are given below: 


0.425D 
B=1.8D+0.8” d= ——-+0,3”" 
be VN ae 
L=1.2D+0.8”, D=diameter of shaft. 


H=0.5D+1” but not less than 0.3D+1.3d+0.3”, 


h=0.3D+0.3”", 

i=0.1D+0.2", peace 
H+3 ; F 

f= 700° e=%', to 3”, 


N=from 3D+2, to D+2; but not less than 3, and usually the 


nearest even number, 


W=key width and t=key thickness from chapter on keys. (Use 


diagram.) 
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Sizes must be taken to the nearest sixteenth except in taking 
the value of d, which must be the nearest standard diameter 
given in Table 1. 

98. Flexible Couplings are used to connect shafts which are 
slightly out of line or when one shaft is rigidly held from en 
play and the other is free to move a short distance. : 

A Universal Joint Coupling is used to connect two shafts 
when their axes are intersecting and inclined to each other. , It 
is used on milling machines, automobile propeller shafts, etc. 

The coupling is called a Hooke’s joint or Cardan joint and 
is of the form shown in Fig. 96. The forked ends are often 
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Section of Pulley Coupling 
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Fia, 95. Fic. 96.—Hooke’s Joint. 


forged on the shafts to be connected. The dimensions are deter- 
mined from the following formule, taken from Spooner’s Machine 
Construction and Drawing: 


d=, Y =0.05d, 
L=14D, T =1.2D, 
i=, D=diam. of shaft. 


110 ELEMENTARY MACHINE DRAWING AND DESIGN 


A double joint of this type will preserve a constant velocity 
ratio between the shafts connected, but a single joint will not. 

94. Claw couplings are used for connecting or disconnecting 
shafts when the change is to be made often. The usual form 
of this coupling consists of two flanges; one flange keyed to one 
shaft and the other flange free 
to slide on the other shaft but 
made to rotate with it by a 
feather key. 

The faces of these flanges are 
provided with teeth which engage 
when driving. Fig. 97 shows 
the component parts of such a 

Fic. 97.—Claw Coupling. coupling when transmitting power. 

To disengage the coupling the 
left hand flange A is moved to the left a distance greater 
than g. 

The claws of one flange fit loosely in the recesses of the other 
to allow their engagement more easily. The groove in A is 
made to receive a forked lever for sliding A along the shaft. 
The dimensions given by Unwin are as follows: 


D=2.6d+ .5” e=0.4d +0.85’” 
b=1.2d+1.45” f=0.16d-+0.375”” 
c=1.4d+1.6” g=0.4d +0.5” 
INSTRUCTIONS 
Couplings 


Plate 1, No. 3 paper, 2 hours allowed. Av. total hours required, 3.55. 

Make a front view (lower half in section) and end view of a flange 
coupling (a) type for a shaft whose diam. D=( ”). If D is greater 
than 3%’’ use half size scale. The front view is to be half in section 
below the center line, the section plane passing through the axis of the 
shaft. The only material which this plane cuts, and necessary to be shown 
in section, is that of the cast iron flanges. The bolts, nuts, keys and 
shaft are not to be section lined. Begin spacing the bolts on a vertical 
diameter in the end view. Place the key in one of the flanges 90° 
from that in the other and have the side view of one key appear in 
the half section view. Use (b) bolts and make a bill of material on 


the drawing. 
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Use common fractions in dimensioning this plate, not decimals. 

Be sure and give the following dimensions: 

Length of shaft of D: diam., outside diam. of pulley coupling, diam. 
at edge of face, inside of rim, diam. of bolt circle, length of each key, 
length of bolt, radii of fillets, depth of recess for bolt heads and nuts. 

List each key in bill of material, also give diam., length, grip and 
kind of bolts used. 

Mark the parts on the drawing with the mark given in the bill of 
material. 

Take D, =D — +,” for 13” shaft. 

Take D, =D —35 ay for 2” to 3” shaft. 

Take D, =D an for 3” to 4” shaft. 

Take D, =D —#;” for 4” to 5” shaft. 

Use 3 bolts on 14” coupling. 

Use 4 bolts up to 32” coupling. 

Use 6 bolts above 33” coupling. 

Use a standard diam. of bolt. 

Set the keys on a shaft D,; diam. end view first. 


TABLE FOR COUPLING SIZES 


a |non-protected for all except those with an e after the assignment No., 
who will take Fig. 95 instead of Fig. 94. 


b | U.S. St. bolts for those without an (f) after the assignment No. Those 
with an (f) after the No. will use coupling bolts. 


Prob. 1. Calculate the value of f for the bolts of your coupling 
when the value of fs for the shaft is 7500 lbs. per sq.in. 

Prob. 2. Make 3 views of a Hookes joint for a 13” fine shaft. 
Dimension carefully. Av. time required 3.25 hours. 

Prob. 3. Make 2 views of a claw coupling for a 2” shaft. 


CHAPTER VIII 
STUFFING BOXES 


95. WHENEVER a reciprocating or rotating rod or spindle 
passes through the wall of a vessel containing a fluid or gas 
it becomes necessary to use a stuffing box to prevent leakage 
along the rod. 

Examples of this may be seen on steam engines and steam 
pumps where the piston rods pass through the ends of cylinders 
containing steam or water. The valve stem of a globe valve 
or angle valve used for controlling the flow of steam or water 
is another case where a stuffing box is necessary to prevent 
leakage. The propeller shaft of a vessel passes through a 
stuffing box as it issues from the vessel. 

96. Fig. 98 represents a stuffing box of the simplest kind. 
(A) is the case formed on the wall through which the rod D 
passes, and contains the packing (B). This packing is generally 
some soft material such as hemp rope, canvas covered wicking 
or specially prepared material well greased to allow the rod 
to move freely with as little friction as possible: The packing 
is foreed inwards by means of a loose metal sleeve called a 
gland, which is pressed down by turning the nuts on the stud 
bolts. These studs screw tightly into the lugs on the casing 
and project through lugs on the gland. The bottom of the 
packing space as well as the bottom of the gland is beveled in 
such a way as to press the packing against the rod when the 
gland is forced down on it. 

The width of the annular packing space S depends on the 
diameter of the rod D but does not vary directly as D. 

Professor Charles’B. Richards originated the following formula 
which gives suitable values of S for rods varying in diameter 
from 3” to 24”. 


S=(0.8WD+1")—3", 
112 
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Between certain limits however this formula can be replaced 
by straight line formule which are easier of solution, as 


S=7;D+4" for rods from 7” to 1’’ diameter, 
S=3;D+2" 6c 6c 1 to 2” (aa 
S= 4D+2” img ce Yad to AW 66 
S=3D+3" 6é oe 4” to feud iad 


=> 
Stuffing Box 
Fia. 98. 


Use the nearest thirty-second of an inch to the calculated value. 
The scale shown in Fig. 99 is much easier to use, however, 
and saves all calculation. The depth of packing space (4) 
varies from 4S to 6S, according to conditions of speed of rod, 
pressure tending to cause leakage, and convenience in repacking. 
The largest value is used when the leakage is apt to be the 
worst and the wear on packing the greatest as well as the length 
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of time the box must last without repacking. The length of 
gland exclusive of flanges should always be 2S less than the 
length of packing space (H). This prevents the packing from 
being compressed in the box to more than 4 its original volume. 
There is no fixed rule for the diameter (a) of the stud bolts but 
since the pressure they must stand depends on the size of packing 
and length of packing space it seems reasonable to use some 
such ratio as the following: 
Use the largest constant for the smallest box. 


When D varies from 2 to 1”, a=1.2S to 1.18, 
When D varies from 1” to 2”, a=1.18 to S. 
When D varies from 2” to 4’’, a=S to .98S, 
When D varies from 4” to 8”, a=.9S to .88S. 


Ordinates 


2 
Values of (D) 
Fig. 99. 


The thickness (¢) of the casing wall may be made equal to 
S in nearly all cases, without danger of rupture, especially on 
small boxes. On large boxes this gives too small values of (f) 
and it can then be increased to t=.04D+ 3”. In Fig. 98 only 
two stud bolts are used for forcing in the gland, but on large 
shafts the gland is so large that three or more are used. In 
that case the bolt lugs on both gland and casing become cylindrical 
flanges instead of two lugs on opposite sides. The thickness 
of the lug on the gland is 13S, while the lug on the casing varies 
from 1ja to 1ja. The distance between the centers of the studs 
may be taken as D+4S-++a, which will bring the inside of the 
bolt tangent to the outside of the casing surrounding the packing 
space. The top views of the lugs of the gland and casing is 
“the same, the outside of the lug coming a sixteenth of an inch 
beyond the corner of the nut. The studs should be long enough 
to project two threads above the upper surface of the gland 
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lug when the gland is just entering the packing space. The 
minimum thickness of material at the bottom of the packing 
space should not be less than S but can be made greater if 
necessary. 

97. A stuffing box of the type shown in Fig. 98 occupies 
considerable space on account of the flanges on the gland. In 
many cases it is desirable to reduce this space, and for this reason 
the stuffing box shown in Fig. 100 is often used. 


N 


ZA 
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Fra. 100.—Screw Cap Stuffing Box. Hier LOL 


It consists of three parts: the cap, the gland, and the casing. 
The casing may or may not be part of the wall of the vessel. 

The gland has a slight enlargement at the top to prevent 
it from entering the packing space too far. This enlargement 
is beveled on the under side to facilitate removal. The gland 
is pressed against the packing by a cap which screws over the 
end of the casing. This cap is formed on its exterior to fit the 
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jaws of a wrench or the pin of a spanner. In the first case part 
of the cap is made hexagonal, as at (C). In the second case 
the cap has holes in the circumference as shown in Fig. 101 (D) 
or slots as shown at (H). The hexagon of Fig. 100 may be 
placed at the outer end of the cap or near the center and varies 
in length from 4 the cap length on short caps to 3 the length 
on long ones. The holes in Fig. 101 (D) vary from 7 to 3” 
in diameter and about the same in depth. 

The slots of Fig. 101 (£) are about 4” wide by 7’ deep. 

The hexagon on the cap is circumscribed about the cylindrical 
part. The length and width of packing space and gland is the 
same as for boxes with flanged glands. The threads on casing 
and cap are of fine pitch, varying from 16 per inch on small 
boxes to 6 per inch on large ones. Even numbers of threads 
per inch are used as: 14, 12, 10, 8. 

98. A casing which screws into a cylinder wall may or may 
not be provided with a hexagonal portion, for convenience in 
removing it or putting it in place. In the first case it is formed 
as in Fig. 100. (B) with a flange below a hexagon which has the 
same distance across flats as the hexagon on the cap. 

In the second case shown as (A) Fig. 100 there is a flange 
only, the placing in position being accomplished by a pipe wrench 
used on the flange. 

Sometimes there are holes in the inside end of the casing 
below the packing space to take a spanner. 

The dimensions of these screw cap stuffing boxes are given 
in the drawings of Fig. 100. Aside from the holes and slots the 
caps of Fig. 101 have the same dimensions as the cap of Fig. 100. 


INSTRUCTIONS 
Stuffing Boxes 


Plate 1, No.2 paper. 2 hours allowed. Av. total hours required, 2.88. 

Draw a stuffing box for a rod whose diam. D=( ”). Box to be of 
the type requiring bolts to press the gland against the packing. Make 
3 views, front and side views half in section, top view complete outside. 
Use letters for dimensions where they are given but numerals elsewhere. 
Give formule for letters used arranged in tabular form. Name of plate 
is “Bolted Gland Stuffing Box.” 
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Plate 2, No. 1 paper. 2 hours allowed.’ Av. total hours required, 3.0. 

Draw in detail the parts of a screw cap stuffing box forarod D=(_ ’’) 
diam. Use the style of cap marked ( ). Completely dimension each 
part, using numerals entirely. Use the style of casing shown at (_ ). 
Name of plate, ‘Details of Screw Cap Stuffing Box for (_ ’’) Rod.” 


TABLE FOR STUFFING-BOX PLATES 


No. Re A Sg 

Pict) DE “9 | 50] pele ye ee re reer 

Dee a a a re ae ee ae 

PIS2 \Capwee fom EH ¢ D G D E D EH 
| Ce wens | Bla B B oe 


Lie |e lael Le Mkt ee he co 
D|E 
As eben aed B 


On Pl. 2 make two views of each part. Do not section the gland. 
Indicate number of threads per inch on cap and casing. Use conventional 
system of threading wherever possible. In giving dimensions pay 
special attention to diameters. Give all the dimensions on each part, 
place the name and mark of each part below it. Make a bill of material. 
(see Art. 17.) 


Test No. 3. Arts. 70-98 


1. Draw 3 views of a U.S. St. Sq. nut for a 1’ diam. bolt. (8 threads.) 
Give all dimensions. 

2. What is a cottered joint? A screw cap stuffing box? A split 
cotter pin? A drive key (gib head)? 

3. Draw end, top, and side views of a 2” shaft in which a keyway 
has been cut to make a sunk key 3” x 3;’’x2” long. Give the dimen- 
sions of the keyway. 

4. Make a sketch drawing of the gland for a “bolted gland” stuffing 
box indicating by dimension lines and arrows all the dimensions nec- 
essary for making the gland. Choose your own views. 
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Test No. 4. Arts. 70-98 


1. Draw 3 views of a U. 8. St. Hex. Nut for a 1” diam. bolt (con- 
ventional method) and give dimensions. (8 threads.) 
2. What is a Penn nut? A cottered bolt? A Woodruff key? A 


set screw. é 

3. Draw end, top and side views of a shaft 2” diam. showing the 
keyway for a sunk key whose dimensions are 3” X #5’ X2’’ long. Give 
dimensions for the keyway only. 

4. Make a sketch drawing of one of the flanges of a shaft coupling 
indicating what dimensions you would give and where, for making 


the flange. Choose your own views. 


CHAPTER IX 
BEARINGS, JOURNALS, ETC. 


99. THE parts of a rotating shaft which touch the supports 
of the shaft are called yournals. The supports are called bear- 
ings. The simplest form of a bearing is a cylindrical hole in the 
frame of a machine as shown at (A) Fig. 162. This cannot be 
renewed without renewing the whole bearing. At (B) Fig. 102, 


Pp 
CLLLNLLA, 
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_Yournal | 
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Fia. 102. 


is shown a bushing which can be renewed when worn. The 
load on the shaft is acting in the direction of the arrows P. 
If P acts in a line parallel to the axis of rotation, as at (A) or 
(B), Fig. 103, the bearing is called a collar or thrust bearing. 
The pressure is then resisted by one or more collars. 

If the pressure acts as shown in Fig. 103 (C) the pressure 
is taken on the end of the shaft and the bearing is called a footstep 
or pivot bearing. 

100. The effectwe area of a bearing is the area of the bearing 
when projected on a plane perpendicular to the direction of the 
load. In Fig. 102 itis LXD. In Fig. 103 (A and B) it is 


nd Oe ed 
4 4 


)N=3 (D,2—D2)N, 


where N equals the number of collars. 
119 
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In Fig. 103 (C) the projection is a circle of diameter D whose 
area is 


tD? 


oo 
The load supported by a bearing is the product of the working 
pressure per square inch and the projected area of the bearing 
in square inches. If we call p the pressure per square inch, 
A the projected area of bearing and W the total load on the 
bearing, then W=pA. A is given above for each of the three 
cases preceding. 


(B) 


Tice, 10B%, 


101. Bearings for horizontal shafts supporting vertical loads 
are made with two or more parts to facilitate the introduction 
of the shaft as well as to allow for adjustment in case of wear. 

One of the simplest of these divided bearings is that found 
on the frame of a machine and called a frame bearing or bearing 
box. Fig. 104. The cap is removable and is held in place by 
stud bolts and nuts or by cap screws which pass through its 
sides and are screwed into the frame beneath. This bearing may 
be lined either with a brass box or babbitt metal. The brass 
box is made in halves, one of them so formed as to prevent the 
box from rotating in the frame. The babbitt is cast in a recess 
in both frame and cap. A bearing box with the babbitt lining 
is shown in Fig. 104. 

The babbitt does not extend quite the whole length of the 
box and is beveled at the ends to enable it to be chiseled out 
when renewal is necessary. 

The cap is fastened to the frame by stud bolts and nuts. The 
cap is made thicker where the bolts pass through it by making 
“bosses ”’ which extend upwards far enough to give a flat surface 
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for the nuts to rest against. Two bolts are sufficient except 
in cases where L=4S when four are used. The cylindrical part 
of the bolt boss is made a trifle larger than the long diameter 
of the hex. nut. If the nut strikes the curved surface of the 
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Bearing Box 
Fig. 104. 


cap before resting on the boss, the cap is counterbored down 
to the level of the boss, the diameter of the bore being an eighth 
of an inch or so larger than the nut across corners. The oil 
for lubrication is contained in the cavity cast in the cap and 
flows to the bearing through holes drilled in the cap and babbitt. 
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This cavity has its bottom made in the form of a trough 
and is filled with waste to prevent the oil from flowing too freely. 
A cover is placed over the cavity to keep out dirt. Instead of a 
cavity we may use an oil cup tapped in the top of the cap. This 
tapped pipe hole and boss for it are shown in the sketch marked 
Fig. 3 in Fig. 104. Fig. 1 of Fig. 104 is a half end view of the 
box and a half section by a vertical plane containing the axis 
of the stud bolt. Fig. 2 of Fig. 104 is a half top view, on the 
left, of the box assembled with part of the oil box cover removed. 
The right hand half is a top view of the frame when the cap 
of the bearing has been removed. 

102. The important dimensions are lettered, their values 
being found by substituting in the straight line formula the 
letter wanted and values given for « and @ under that letter 
in the following table. S is the diameter of shaft for which 
the box is to be drawn. The formula is: required dimen. = aS+6. 


a | b c e g h v n m 

%| .93 | .73 315 .02 1875) 228 .453 | .125 125 

6| .844) .328 25 | 07 | .3125 | .0938 |—.265 || .0625 | .375 
d=ig,  fretse" 


The formula above is used for proportioning the parts of a 
series of machines when two sizes have been constructed and 
it is desired to introduce intermediate sizes. That is, suppose 
some part of a machine whose nominal size was say 30”, had a 
dimension of 6’’, while the same part on a 70’ machine had a 
dimension of 8}’’.. The values of « and 8 can be determined 
from the above straight line formula so that the dimension of 
this part for any sizes between 30 and 70 could be calculated 
as above. This determination is made as follows: 


6” =30a+8, 
81 =70a+8. 


Solving these two equations gives the value of ¢=.062 and 
8=4.14. The required dimension of the part for a 40’ machine 
would then be A=40X.062+4.14=6.62”. When the sizes of 
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S run by fractional numbers it is somewhat tedious to make the 
multiplications of « and S. 

103. To lessen the labor of calculation as well as to enable 
the value to be easily measured on a drawing it is often advan- 
tageous to construct a scale in which the base line is divided 
into equal spaces, the points of division being numbered according 
to equal values of (S). On ordinates erected at the ends of this 
line are measured (from the base line) values found from the 
formula when the value of (S) used corresponds to the values 
of (S) which mark the points at the ends of the base line. Joining 
like points on these ordinates gives an inclined line. The distance 
from the base line to this line, measured on any ordinate, gives 
the value of the dimension required for the value of (S) taken 
on the base line where the ordinate was erected. 

104. Bearings are often made to be bolted entire to some 
sort of foundation or support; as a stone base, a vertical wall 
of a building or the ceiling of a room. 

In the first case they are called pillow blocks, in the second, 
wall or bracket bearings, in the third, hangers. 

An ordinary pillow block is shown in Fig. 105 below and 
consists of the following parts: Block, cap, brasses or steps, cap 
bolts, and foundation bolts. The dimensions for the letters 
given may be taken from the following formule: 

D is the unit for most of the formule, L for the rest. 


Take L=2D, e=1.6D+1.5” 
A=3.6D+5”", Wo=.7L, 
H=1.05D+.5" Te mee OD) Ao 

W,=.8L, d= .25d+.25” 
C=2.7D+4.2 Lies o-oo; 
t=.07D+4". 


105. The ‘ brasses ”’ or ‘steps’ used in these pillow blocks 
are made in halves whose plane of contact is usually horizontal. 
The load is perpendicular to this horizontal plane except in the 
crank shaft bearings of engines and similar machines. In these 
cases the dividing plane is perpendicular to the load. The steps 
are made with flanges at each end to prevent endwise motion 
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along the shaft. Motion of rotation is prevented by various 
devices such as stop pins, stop lugs, by making the backs of 
the steps octagonal or square or by curving the backs with a 


Pillow Block for D"Shaft 


Fig. 105. 


circular are whose center is eccentric to the shaft. Fig. 106 
(A) shows a lower step made with an octagonal back, and Fig. 
106 (B) with a rectangular back. In both cases the upper step 


D 
(not shown) may have a cylindrical back whose radius is g 1 fot. 


The flange will be like those on the steps shown. 
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“ Brasses”’ or “steps” are made of gun metal, phosphor 
or manganese bronze, white metal or “ anti-friction’”’ metal, 
quite as often as of brass. In many cases the steps are lined 
with babbitt metal which is run into spiral or longitudinal grooves, 
or holes drilled in the inner surface of the step. 

106. The materials used for bearings vary and depend on 
the pressure per square inch of bearing surface. Cast iron makes 
a good bearing for a steel shaft when the pressure does not 
exceed 300 lbs. per sq.in. and the linear velocity of rubbing 
does not exceed 150 ft. per minute. The harder bronzes are 
used for high pressures and velocities. The amount and quality 


Fre. 106.—Brasses. 


of lubrication greatly affects the life of a bearing as well as the 
amount of heating which occurs. The pressure per sq. inch 
allowed in bearing surfaces depends on the constancy of the load 
it carries, the method of lubrication and the quality of lubricant. 

107. Table 16 gives the pressures used for bearings of 
different kinds. The efficiency of a bearing depends on the 
resistance it offers to the rotation of the shaft running on it. 
This frictional resistance to motion between two surfaces in 
contact is called the coefficient of friction (vu) and depends on 
the pressure, kind of surface, and velocity of rubbing. 

The coefficients of friction are given for different surfaces 
in Table 17. The foot-pounds of work lost in friction of a bearing 
are equal to the load on the bearing in pounds times the coeffi- 
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cient of friction times the distance passed through by the rubbing 
surface in feet per minute. 


PyV =ft.-lbs. of work, 


u.=coeff. of friction. 
For shafts, 


2QarN 
SS 


where r=radius of shaft in inches, N=R.P.M. of shaft. 


. : 2PuxrN 
The foot-lbs. of work per minute = a 
If we divide this by 33,000 ft.-lbs. (the equivalent of one horse- 
power) the horse-power (H) lost in friction will be expressed 
by the formula: 
2PurrN ~ 


A= 15433000" 


u.=coeff. of friction, P=load on bearing in lbs., 


r=rad. of shaft in inches, N=R.P.M. of shaft. 


Test No. 5. Arts. 1-107 (3 hours allowed for this paper) 


1. Make neat freehand sketches of the following objects: (a) a 
cone head rivet. (b) an angle iron with equal legs (cross section). 
(c) a pipe fitting bushing. (d) a R and L coupling. (e) a standard T. 
(f) make a title only for a drawing sheet in the Sheffield Scientific School 
on which has been drawn a stuffing box gland (half size) for a 1’’ rod. 

2. With the aid of sketches describe how the following four kinds 
of fastenings are used in connecting together parts of machines and 
quote an example of each one where it is preferable to use that kind 
of fastening in preference to the others, giving your reasons. (a) a bolt 
andanut. (6) arivet. (c) a cotter. (d) a key. 

3. Draw a spring whose inside diameter is 23’’, the diameter of the 
wire being 3” and the pitch 1. The length of the spring is 6”. 

4, How are short lengths of shafting coupled together to form a 
long straight shaft? Make a neat sketch of the parts used to couple 
these shafts and enumerate them. 

5. What is a bearing? Into what classes are bearings divided? 
What is the effective area of a bearing? How would you calculate the 
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bearing area necessary to support a load acting at right angles to the 
axis of rotation of a shaft? 

6. Calculate the foot-pounds of work expended in turning a shaft 
2” diam. 200 R.P.M. in a bearing 5” long when the load supported is 


(cV 0) 


1000 lbs. and the value of w= The load acts as in question 5. 


c=.43, v=rubbing veloc. in ft. per. sec. 

7. What use is made in machine design of the straight line formula 
in proportioning the parts in a series of machines? Illustrate by a 
concrete example. 

8. Make a tracing of the drawing furnished you, inserting all the 
omitted dimensions and carefully lettermg any directions which may 
be necessary for a working drawing. 

9. Make a drawing (dimensioned) of a stud bolt 1” diam. whose 
grip is 27". 


108. Hangers are used to support shaft bearings from ceiling 
joists or beams. They are made of cast iron in two distinct 
parts, viz.: the frame and the bearing. The frame has an 
inverted base which spreads in a plane perpendicular to the shaft 
and is provided with bolt holes through which pass the hanger 
bolts for supporting it from the overhead beams. The frame 
is of a U or J form extending down from the beams as far as 
may be necessary to provide a support for the shaft bearing. 
This bearing is free to swivel around a vertical axis and turn 
in a vertical plane at the same time. This permits it to adjust 
itself to a true alignment with the shaft. 

In the Seller’s System the bearing is supported by two spherical 
cups which hold the spherical central portion of the bearing 
so that it can adjust itself to any direction of the shaft. The 
cups are formed in the ends of two tubes whose exterior surfaces 
are threaded for part of their length in order to engage with 
spaces on the inside of two cylinders formed in the frame. By 
turning these adjusting screws the bearing can be raised, lowered 
or clamped tightly together. These adjusting screws are locked 
in position by set screws. The bearing itself is made in halves, 
the upper one containing two receptacles for oiled waste. 

Beneath the hanger is placed an oil drip dish to catch the 
excess oil which works out of the bearing. The drip dish may 
be made with hooks which hang from two lugs formed on the 
lowest part of the frame. The split pins pass through the hooks 
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into these lugs and act as a safety device to prevent the dish 
from being knocked off the lugs. The shaft is introduced 
into the hanger or the hanger is placed in position after the 
shaft is up. In either case a U hanger must have some opening 
for placing the shaft in the central space from the side or from 
below. This is accomplished by having a removable block in 
one side of the U or by removing the lower half of the hanger. 

In the first case the hanger has one parting bolt and is called 
an open side hanger. 

In the second case there are two bolts and the hanger is an 
open end hanger. 

The construction of these hangers is shown in Fig. 107 and 
Fig. 108 and was evolved by Prof. Charles B. Richards. A 
hanger with the single or J type of frame is shown in Fig. 
109, A, B, C. This hanger was originally designed by Mr. 
William Mason, of New Haven, Conn.,of the Winchester Repeating 
Arms Company. It was first modified for use in the Sheffield 
Scientific School by Prof. Charles B. Richards and is shown 
in a still further modification in Fig. 109. The dimensions can 
be worked out for a series of “‘drops”’ and shaft diameters 
by means of the table of constants and the formula accompanying 
them. 

The bearing in the J hanger is supported by horizontal 
cylindrical trunnions which rest in a yoke free to turn around 
a horizontal axis. Fig. 109, D, E. 

109. The two dimensions on a hanger which control all the 
others are the “drop” and shaft diameter. The “drop” is 
the perpendicular distance from the foot pads to the center of 
the shaft and is indicated by D on all the hangers in sketches 
107-109. The shaft diameter is indicated by d on the open 
side and open end hangers and by A on the J hanger. 

If the “drop” and diameter of shaft are known the other 
dimensions of the hanger can be calculated by using the following 
tables on pages 130 and 131 with the formule accompanying them. 
As an example suppose d is 2’”” and D is 20’. If L is desired 
for an open end hanger the formula L=ad+@D+y gives by sub- 
stitution of the values of «, 8 and y found in table opposite 
L, the expression. : 


L=(4X2")+(.7X20") +.8" =22.8", 
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which is the length of foot required. Nominal diameter of shafts 
increase by fourths of an inch and the actual diameters are 


Py tchof threads 
Z forall sizes 


(A) f 


Fia. 108. 
Detail of Bearing and Adjusting Screw. 


usually one-sixteenth less than the nominal. The nominal is 
used for all calculations. 
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Open Enp AND Open Stpr Hanorrs (Sellers System). Fig. 107 and Fig. 108. 


Table for determining the lettered dimensions. 
sion=od+6D+y in which d=the diameter of the shaft and D=the 
drop of the hanger; both in inches. 


Formula: Required dimen- 


Dimen- 
sion. 


A 


B 


~ 


~ 
~ 


fscifeeifec! fepy Tes} esi ls) 


a SSIS aenad WO. 2 Sisk Se | 


a Y Remarks. 


at foot 
1.0 |0.05 |0.5 | Width of frame 
at foot 


1.5 |0.25} Diam. shaft box 
at middle 


1.25/0.25] ditto at end 


Given diam. of shaft 
| 


0.9 |0.25| Diam. oil cellars 
= about zs of (f) 
=about 3 of (f) 


0.5 |1.25} Diam. of adj. 
screw (outside) 
=h—#3" | Diam. of adj. 
screw at root of 
thread 
0.33/0.6 | Diam. of adj. 
screw (inside) 


=4d Lgth. of box 
=1+1” Leth. of oil pan 


1.25/1.75| Width of oil pan 
=n Depth of oil pan 


is optional thick. of oil pan 


The pitch of the threads on 
the adjusting screws of 
the above Table is 3” for 
all sizes of hangers. 


a B eo Remarks. oe ing 
1.6 0 |0.4 | Width opening 
imetrames., ..6| @& 
1.6 0 |1.0 | Depth opening 
instrame:.....| 0 
1.0 OF 120") Diam. adj. 
screw boss...] c TOs Onto 
0.5 0 [3.0 | Depth of adj. 
screw boss... 
Givenidropiieera lee ec ae . 8 d 
0.19 0 |0.5 | Thickness of 
frame web...| e 0.95/0.5 
1.0 0 (0.5 | Width of frame 
AG INUOiso sco. ij 
0.19 | O |0.375| Diam. parting 
Ole. ie 
Osc) O) les 
0.25 (Oe ORGY <ll Ren ool aoe g 
d++4’’, Side opening in frame 
Ii End of hub to set screw h 
zh, Diam. of set screw h! 
4.0 |0.7 |0.8 | Leth. of foot 
1.0 |0.18 |2.0 | Width of foot 4 
1.25 | O |2.0 | Lgth. of foot 
adzraralsicctes 
2.75 |(0.7 |—0.2| C. to c. lag sc. l 
0.4 0 |0.5 | Thick. of foot 
at lag sc... . | m7 
same as Thick. of foot} n 
0.1 Oss) OSD tah tava reas 0 
0.6 CO ie atte, Nl cat Ae rea  a ke v0) 
0.3 Om One 
Ovo On 2525 
0.19 0 |0.375] Lag se. diam. 
U-+-2", width of lag sc. hole 
U+4”, length of lag sc. hole 
3 width of hole=2U’ 
0.4 |0.025/0.8 | Thick. of frame 
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TABLE FoR DETERMINING THE LETTERED DiIMENsiIons or (J) HANGERS, 
Fig. 109 


Formula, The required dimension equals «A+, in which A is the diam. 
of the shaft in inches for which the hanger is adapted. 


Values of Values of Values of 
Dimen- Ditnen-|saarnnn mi a a || Dimen- 
sion. S B sion. a B sion. fe 8 
ins. ins ins. 
ee) ut | eee G06 | 024 n |0 3.38 
B’ 1.0 3.5 a’ =a—7; 0 0.05 0.35 
Ci iL@ 4.0 ai =a+?” Dp Oey |) Mos 
H OES 3.0 aa =a+it” q 0.2 0.8 
I 175 OnZo b =a r 0.25 11183 
df 1.25 0.62 Cc =a+"” Ss 0.9 1.07 
M AD, 2.6 d 0.25 0.875 Sa 0.9 2.2 
B 15 Ss ad’ 0.5 0.75 t 0.06 1.04 
Q 0.25 PS é 0.25 2.6 UW Onn 1G 
H=H'+H+22f+1.65” || f 0.19 0.6 u’ 0.2 0.56 
EH’ =H+14f+0.82” i =f+3” Oye =47 —(u+w’) 
F(see Table 2 below) g =k+%” v 1 OW ee 
G=EH'+49+2” h =if w =4J +43" 
Ga t —/ w’ =1J+ 7A 
K=l/+34" j 0.38 0.94 x 0.44 | 0.71 
OSI k 0.5 1 PAs y 0 Lee 
L=4A l 0.5 eo) y’ 0.2 0.3 
N =0.82A +0.03D+4” LX On 1.8 Zz =, of width of 
frame 
O=4D Ue =K-+a 
H’ (see Table 2 below) yt = 2! =;%5 of width of 
frame 
™m 0.125 | 0.3 


Tasie (2). Formula: The required dimension=a2A+@6+D(yA+8), in 
which A= diam. of shaft and D= the drop of the hanger, both in 


inches. 
Dimension. 4 6 ry, ) 
F 0.75 2.87 0.031 0.078 


H!’ 5.1 0.6 =O 0.72 
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The Table below gives the drops of hangers for various shaft 
diameters. 


i Ds 3 4 5 6 a 

Actual shaft diameter.....| x | 145 | 128 | 2x5 | 238 | 3x6 | 338 

| Wee 2s | 2ae | Saree 475 | 48 
Drop ofvhanger seas er) 1c 

b LOR LO 10 

c 13 13 13 13 183 

e 16 | 16 16 16 16 16 16 

if 2020 20) 20 20 ene 

g PA DAS | Gin! pas. ||) iss | as 

h 30 || 30° 230 | 80.) 30) |/30 

i Seen Boe exer J aie i Bhs} 


In assigning a size to be drawn if the column number is given 
as 3, the line x or y determines the diameter of shaft to use in 
column 3, and the letter a . . . 7, denotes the line to use for the 
drop. As, assignment 4ye would indicate a diameter of shaft 
of 333;’’ and a drop of 16”. 

Drop hangers are also used in an inverted position and are 
then called floor stands. They answer the same purpose as a 
pillow block but the distance from the foot support to the center 
of the shaft is greater. 

110. Post hangers or post boxes are used to support a 
shaft from a vertical post or frame work. The framework of 
a post hanger may be designed in the same manner and have 
similar shapes as the frames of drop hangers. The adjusting 
screws, bearing boxes, etc., can be made like those of drop hangers. 

Fig. 110 shows the frame for a post hanger of the open side 
type. The open end type can be made to open at the end 
like the open end drop hanger. The U frame can also be adapted 
for post use, the swivel and bearing box being the same as 
the J hanger. 

A post hanger containing a ball bearing is shown in Fig. 
1103. The extension from the face of the post support to the 
center of the shaft varies as follows, reference being made to 
Table 2, Art. 113. Bearings 1 and 2 have extensions of 7” 
and 8’’. Bearings 3, 4 and 5 have extensions of 8” and 9”. 
Bearings 6 and 7 have extensions of 9’ and 103”. Bearings 
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8, 9 and 10 have extensions of 103” and 12”. Bearings 11, 
12, 13 have extensions of 12”. The main dimensions of post 
hangers are given in a Table of Dimensions on page 136 referring 
to Fig. 1103. ' 

111. A Wali Bracket is used when the distance from a 
vertical support to the center of the shaft is too great to allow 
a post hanger to be used. It consists of a casting in the form of 


fl i ieee 7 
6 


G 
Wo \Y7 | Post Hanger 


Sellers Type 


Fig. 110 


a right angled triangle with a short leg vertical against the support 
and another leg horizontal supporting a pillow block. The bracket 
in Fig. 111 is taken from Spooner’s Mach. Const. and Design. 
It is a good illustration of the ordinary type of wall bracket. 
The values of A and W, are regulated by the length and breadth 
of the pillow block supported. The unit for the dimensions 
is D+3”. D=the diameter of shaft supported by the pillow 
block. The pillow block dimensions can be found in Art. 104. 
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Exfension al 
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Wall Bracket 
To Support Pillow Block..."Shaft 
Design from H.J.Spooner 
Scale 6!’ Mar26-1912 


Unit for proportions =D+z" 


inbeer, Jalil, 


136 ELEMENTARY MACHINE DRAWING AND DESIGN 


Main Dimensions or Baty Brarinc Post HANGERS 


Bateson AE eon |r | Er ee eee 
7 or8 8 Game uoee (5 Vata idee 8 2 
8. or 9 91 cupomieo | 6 | & | 6 18k) az 3 
9 or 102 Petes | 6 | 99 | 7 | 4 | 19.) 4 = 
103 or 12 | 12 Coes TNE Mee 102 | 8 \'4e ) to 3 
12 ee ae ee? | 122) 9 43 | 12) 4 1 


112. The bearings shown thus far have been of the plain 
type without special devices for automatic lubrication. In 
such bearings the oil is supplied ou an oil cup in the top through 
an oil hole in the cap. 


BiG a2 


Self oiling devices include Chain Oilers, Ring Oilers, and Collar 
Oulers. The first two are similar in their principle of operation. A 
ring of metal or a flexible chain rests on and is rotated by the shaft. 
The chain or ring dips into a reservoir of oil below the shaft, lifts the 
oil to the top of the shaft, and allows it to flow over the bearing. 
See Fig. 112. Types from H. L. Caldwell & Son Co., Chicago. 

Any surplus oil is removed by scrapers or wipers at each end 
of the bearing and returned to the oil reservior. These wipers 
are sometimes made of lead and pressed against the shaft by 
springs. The oil is thus used over again and there is not the 
need of constantly renewing the oil as in the case of plain oiled 
bearings. Collar oiled bearings are similar in principle to the 
ring oiled bearings, the ring being replaced by a small collar 
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fastened to the shaft. This dips into the oil reservoir and raises 
the oil to the top of the shaft. 

113. There are other types of bearings for rotating shafts 
in which the shaft is supported on rollers or balls. The object 
of these bearings is to reduce the bearing friction and lessen the 
cost of maintenance, both tending towards increased efficiency 
in power transmission. The coefficient of friction for loads 
ranging from the maximum to half the allowable load, varies 
from 0.0013 to 0.0017. 


Fia. 1133. 


For smaller loads it is somewhat greater. Fig. 113 shows 
a hanger, made by the Hess-Bright Mfg. Co., which contains an 
annular ball bearing. Fig. 1134is a view of a dissembled hanger and 
apost hanger. These hangers are designed for loads from 550 lbs. 
to 10,000 lbs. The ball races are curved with a radius of $ to 441 
times that of the ball, according to the system of Prof. Stribeck. 
The safe working load on a ball for a two point bearing recom- 
mended by Prof. Stribeck is P=2100d? (d=diam. of ball). The 


PN 
total load on a bearing of this kind is Ueto where N is the 


number of balls in the race and P the heaviest load on any one ball. 
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TABLE X 
BALL-BEARING LINE SHAFT CEILING HANGERS 
Main Dimensions of Hangers, Standard Hanger ‘“‘Feet’’ Dimensions 
s is . # of as F : Dia.” 
Pattern No. Drop’’| A” B C D E PF G H Reo mY 
5465 Sf alts 4 12 ies yf al 93 | 33 2; 3 
5466 | 10 | 153 | 42 | 122 13) 1 | 92\38| 2 5 
5467 12 | 16% | 43 | 13 14 | 1 4/32) 2 3 
Hanger #5468 | 5c] 174 | 43] 134 SPORT og |. 
5469 18 | 18 5 143 2 1 4) 33] 2 3 
SAO OO os tnis) | 22 2 | 14 | 91/38) 4 5 
SATO te 0M ose16 23-12 | 14 | onl gal 4 5 
(5480 | 10} 18 P15 Ee | TEE a es |) 6 
5481 12 | 192 + | 16 15 | 14 411415 2 3 
KARST Gielen 5s 173 Tey) Soe allie) om 5 
Hanger | 5483 | 18 | 222/6 | 193 | .. | 12 | 12 /113/5 | 2 5 
SoBe 5484 21 | 244 | 64 | 21 3 2 14 | 114) 5 4 $ 
5485 24 | 263 4 | 222 | 3 2 1% | 113) 5 4 S 
5486 27 | 284 $ | 24 3 2 14 |114)5 4 3 
5487 30 | 30 uf 252 | 3 » 13 | 114) 5 4 a 
5495 129) 22 54 | 18 12 | 14 | 1383/5 Z 3 
5496 bonieZe 6 194 12 | 13 1185/5 2 3 
Se Be a - ae : 3) 14 | 133)5 2 3 
12278 DOI St OPN 12 185 4 3 
cate 5499 | 24 | 29 | 73 | 24 POU Le Ske | 4 2 
5500 230s) |) (aaa 2os + 4 | 12 | 1383) 5 4 3 
5501 30 | 324 | 8+ | 27 4+ | 23) 12 | 184) 5 4 3 
Ne 33 | 342 | 82 | 284 i 4] 13 | 184)5 4 3 
5503 36 | 36 9 30 + % | 18 | 184)5 4 = 
5419 ily |) 2455 74 | 21 3i | 2 12 | 163| 7 4 if 
5420 18 | 264 | 8 224 | 34 | 2 12 | 162) 7 4 z 
5421 2128 8i | 234 | 31 | 2 12 | 16317 4 q 
Hanger | 5422 24 | 292 | 84 | 242 | 81 | 2 12 | 1631/7 4 t 
Cope 5423 27 | 314 | 82 | 26 4 3 12 | 162) 7 4 4 
5424 30 | 322 | 9 274 | 4 3 12 162) 7 4 z 
5425 33 | 342% | 94 | 282 | 4 3 12 | 1163/7 4 q 
5426 36 | 36 93 | 30 4 3 13 | 163) 7 4 t 
5429 1) 2645 ia 22 + | 12 | 2. | 183) 7 4 1 
5430 18 | 274 | 8 234 + | 13) 2 |182/7 4 1 
5431 21 | 29 8+ | 243 + | 2 2 |182/7 4 1 
Hanger | 5432 24 | 304 | 82 | 253 4 | 2 2 1182/7 4 1 
Uy He 5433 Dae \\ salen | @) 262 Me 2 | 182) 7 4 1 
5434 30 | 324 | 94 | 272 4/13 2 | 1823/7 4 i 
5485 33 | 342 | 92 | 29 i |3 2 182 | 7 4 il 
5436 SOmmOONN| LO 30 413 2 | 182) 7 4 1 
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Taphe Y 


Drop of Hanger (inches). 

No. | Bre. [1906 [Har 

ve Nonmomiecaiiud | é | f 9 \ oN eo 
1 | 250) 850) CAM Ss PEON 124) 15) | 18.) 21 | 24 
2 |133M/ 1100) A |8| 10! 12 | 15 | 18 | 21 | 24 
3 Ha 750 Sie ee Ome 2a el sallleter tao 124227 ale30 
412M) 2100 BaleaelGay 125) 15 | 1S | 24.) 24 1-27 1°80 
5 W481) 2400) 2B ealeto 12 ) 15°) 18. 21 | 24 27 1 30 
6 |233;M| 3300) C |. 12 | 15 | 18 | 21 | 24 | 27 | 30 | 33 | 36 
7 \23;M| 4400) @ |. 12) 5). 18 21 | 24:|-27 130-1 332-36 
8 |242M| 5000) D |. OR TS) Ok re Broy | Sai I) sxe 
9 |233M| 5700] D |. Heh fT Oy | |) BP SO) SR Be 
10 |33;M| 6400] D |. us fs 6 eT 2 WY XO) 
11. 1355:M| 7700) EF |. 15) 18 |: 21 24.97 15300 38-36 
12 |312M)| 8400) £# I. iy OS a || BA) PAW RO 8B | SiR 
13 }342M|10000; # |. 15 |) 18 Ol | 24s) 27) SON eSSaies6 


1” vertical and 3” horizontal adjustment from central position. 
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Fie. 114, 
Hess-Bright Ball-Bearing Adapter. 


The ball races are usually made to hold from 8 to 20 balls. 
The inner race is fastened to a split bushing firmly clamped to 
the shaft. The outer race is free to move in an endwise direction. 
A detail of the bearing as used on line and jack shafts is shown 
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in Fig. 114. The dimensions of these bearings will be found 
in the Table Z below. 

The diameter of balls in these bearings will be found in this 
Table also. The number of balls in each one may be calculated 
from the formule in Art. 113. The principal dimensions of 
the hangers are given in the Tables X, Y, following Fig, 113, 


TABLE Z 


DIMENSIONS OF ADAPTER BEARINGS FOR BOTH CEILING AND 
POST HANGERS 


M Bearings for General Work 


sat] 4 [pe |o| po |e |r| o | a | « {Bie loot 
ins ins. ins ins. ins. ins. ins. ins. ins. ins. ins ing. 
1s 12.83] .81| .375| .75|.581/1.18| 34 Por ee Ulesie 
1; |3.14; .93] .375| .83]| .420|1.37 i 4 4} 4 307 
155 |3.93}1.31] .375| .98] .379 | 1.77 3 z 54 3 309 
134 |4.33/1.50| .875/1.06 | .534 | 1.96 3 3 53 i «6| 310 
138 |4.72)1.62| .875|1.14} .447 | 2.16 z 3 6 3 311 
23; |5.51/1.87| .3875/)1.30)] .528 | 2.56) 42 3 64 A 313 
275 |6.29|2.12| .875)1.46] .509|2.95; 42 $ EX 315 
24 16.69 |2.31 | .375 |1.53 | .595|3.15 a 8 83 | lie | 316 
2t¢ |7.08|2.43 | .375/1.61) .640)3.34] 4% 3 9 1; 317 
33; |7.48|2.43| .3875 | 1.69) .654 | 3.54 t 9 9% |} 13 | 318 
3765 |8.64| 2.62) .375|1.85| .681 | 3.938 3 10 103 15; | 320 
344 /8.85|2.81 | .375 | 1.93 | .726 | 4.13 = | 102 | 11} 12 321 
318 |9.44/2.87| .375|1.97| .718 | 4.33 z TS 1a) 1g 322 


114. Roller bearings are used in place of plain bearings 
whenever the conditions demand less friction and the loads 
carried are very heavy. The frictional resistance is less than 
in plain bearings due to rolling contact. The rollers are separated 
at the ends by rings into which the ends of the rollers are fitted 
by turning them down. The shaft is fitted with a hardened 
steel sleeve carefully ground. A similar liner fits the casing of 
the bearing, the two forming a hard and smooth path for the 
rollers. The rollers themselves are made of tool steel hardened 
and ground. The dimensions of these rollers may be determined 
from the following formule taken from Spooner’s Machine 
Construction and Drawing. d=diam. of roller, D=diam. of 
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shaft, d=0.08D+ 5" (nearest 7,’ being taken) used for shaft 
diameters up to about 6”. The safe load per inch of the total 
length of rollers may=2000d? Ibs. assuming that one-third of 
the rollers support the load. 
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?NL : 
W =33400 “acer where W=the total safe load on a journal 


bearing in lbs. (with not less than six rollers) ; 
L=length of each roller in inches; 
N=number of rollers; 


Fig. 115. 
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d=diam. of rollers in inches; 

S=linear velocity of convex bearing surface (sleeve) in feet 
per minute for values above 50 ft. per minute; 

D=diam. of shaft (or bore of sleeve). 


In Fig. 115 is shown a roller bearing pillow block. 

115. The distance apart of bearings designed to support 
shafting, depends on the number and position of the pulleys 
and gears which take power from the shaft. The bearings must 
be close enough to prevent undue sagging or deflection of the 
shaft between them. This deflection is produced by the weight 
of the pulleys or gears, the pull on the belts, weight of shaft 
itself, etc. 

Pulleys are placed as close .to bearings as possible. The 
amount of deflection between bearings depends on the rotative 
speed of the shaft. The critical speed in R.P.M. for a given 
deflection 8 is R.P.M.=200+/1+8, where 8 is in fraction of 
an inch.’ 

For shafts carrying a fair proportion of pulleys the span 
(S) in feet between hangers may be taken as S=6+/d, d=diameter 
of shaft in inches. If the shaft is used for transmission only 
the above distance may be increased 50%. 

For high speed unloaded shafting 


d 
s=1754)4; 


N=R.P.M.; 
d=shaft diam. in inches; 
S=span in feet (not to be exceeded). 


INSTRUCTIONS 


Bearing Boxes 


Before coming to class construct a scale to use for obtaining the 
lettered dimensions on bearing boxes from 1” to 5’’.. Use No. 1 paper and 
hard pencil. Lay off the values of a-b-c-d-e-g-h-v above the base line, 
m and n below it. Mark all the inclined lines in the scale by their respect- 
ive letters. Scale ordinates are to be full size and the dimensions for 
the box you draw are to be taken from the scale with dividers. The 
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dimension numerals finally placed on the completed bearing box drawing 
can be obtained by measurement on the drawing itself. 

To find the diameter of shaft to use in drawing the bearing box, take 
the following data: The vertical load carried by the box is W =(_ ) lbs. 
The length of box L=2S. The pressure per sq.in. of projected area is 
p=( ) lbs. The diam. S calculated from above data is ”. 

Plate 1, No. 3 paper. 2 hours allowed for drawing the views shown 
in Fig. 104. 

Exercise 2 on Plate 1. 2 hours allowed for drawing a side view 
of the box with the left hand half representing a vertical longitudinal 
section through the axis of the shaft. Use the method of oiling by 
(a) oil cup, (0) cast receptacle in cap. Give all dimensions which are 
indicated by letters or assumed by the draughtsman in the making of 
the drawing. Those who have a prime No. for their assignment No. 
may use oiling method (a), all others use method (6). Total av. time 
for this plate is 5.75 hours. 

Also make either: (c) a working drawing of the cap alone or (d) 
make a projection of the box when viewed at an angle of 45° with the 
horizontal. Place this view above and to the right of the front view 
by projecting from the front view with a 45° triangle. Name of this 
plate to be chosen by the student. 


TABLE OF Data FOR BEariInc Box PLATE 


No.| 1 2 Sea On Gaal viene Se mie Om eLO Mele hea lls alist sion BEG 


W_ | 400 | 600 | 400 | 600 | 400 | 600 | 400 | 700 |500)700|500)700|500|700|500|700 


p | 50) 56) 45} 52] 41] 48) 32) 48] 57| 52) 62) 45) 40} 42) 35) 40 


Prob. 1. Calculate the strain per sq.in. in the threaded portion 
of the cap bolts if the load W is doubled and acts upward. 

Prob. 2. Calculate the horse-power lost in friction in your bearing 
box, if the shaft makes 200 R.P.M. and the value of uw is taken as 


- 
he 

c¢=constant obtained from experiment =.43. 

v =rubbing veloc. in ft. per sec. 

Prob. 3. Draw the cap of a pillow block for a 2” shaft. ' Give all 
dimensions. ' 

Prob. 4. Draw the base of a pillow block for a 23” shaft. Complete 
dimensions. 


Prob. 5. Draw the steps of a 3” pillow block. Fully dimension. 
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Hangers 


Open side hanger (Sellers System) (A). 
Open end hanger (Sellers System) (B). 


J hanger 


(C). 
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The hanger to be drawn will be a (_ ) hanger (the line to use above 
), shaft diam. =( 
It will be drawn either assembled or in detail, the views required being 


being indicated in the table below). 


indicated under the respective heads of assembly and detail. 


allowed in class 10 hours. 


Drop =( 


. 


Time 


Av. time for O.E. or O.S. hanger is 13 
hours, for J hanger 11 hours, for ball bearing hanger 11 hours. 


ASSIGNMENT TABLE FOR HANGERS 


Assign. No. 1 2 3 4 5 6 7 8 9 LOW eee pet, 
Kand of 

Hance ia brag ap Cl AB. | Co A | B | Cag PEA: 
Detailed... .. yes | yes yes yes 
Assembly....] yes | yes | .. yes | yes | yes yes yes | yes 
Column No. 

in Text 

(Art. 109)..] 1 1 2 2 2 3 3 2 4 3 2 5 
Line for 

diam. shaft.| x | y x y dy x y y 6 | Ay y ae 
Line for D...| ¢ | e e f e if e e g e i h 

ASSIGNMENT TABLE FoR Hancers (Cont.) 
Assign No. Tess PE GS IGS eile) SSS ON AZO) ata peas oy Psy Ihe ee § 
Kind of ; 

Bongey ec OW A | Be ANB eC CAS BC) joa 8. 
Detailed... ..| yes yes | yes | yes yes 
Assembly yes | yes | yes yes | yes | yes yes 
Column No. 

in Text ; 

(Art. 109). .| 4 i 4 3 5 4 3 2 3 3 3 3 
Line for | 

diam. shaft.| y | y | © | % | @ y OP PP TEE I ae alle SUT Al ce 
LineforD,..Jert f | f j J RA es ie Teta eas ey | 9 
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Views of Hangers 


Hanger Assembled 


(1) Front elevation (looking at the end of the shaft) showing the 
right hand half by an outside view and the left hand half by 
a section of the box and part of adj. screws. 

(2) Side elevation, showing the left hand half in section. 

(3) Bottom view, half of drip dish removed. 

(4) Frame Sections. Cut the frame by one or more horizontal 
planes, also in the (J) hanger show a section of the yoke. 

A bill of material must be placed on the sheet of drawings (Art. 17). 


Hanger Detailed 


(1) Frame (including closing piece and its bolts). 
(a) Front view one-half (partly) in section. 
(b) Side view one-half (partly) in section. 
(c) Bottom views. 
(d) Horizontal cross-section of leg. 
(2) Apsustine Screw. (a) Half longitudinal section (half outside). 
(b) End view. 
(3) Brearinc Box. Upper and lower halves together. 
(a) Half lengthwise section of upper half and outside of lower half. 
(b) Top view. 
(c) End view, half in section (right or left hand side). 
(4) Drie Disn. Side and top and end views, sectioned where 
necessary. 
Following details in addition to above for (J) hanger only: 

(5) Yoxr. Front, side and bottom views and section of yoke. 

(6) Apsustina Screws (for yoke and for journal box). 

Detail drawings must be completely dimensioned, finished surfaces 
marked (f), material noted for each part, the number wanted of each 
and the name of each part printed beneath it, as well as its number. 

A bill of material must be placed on the drawing (Art. 17). 

The scale of the drawing must be such as to allow the assembled 
views to be drawn on a No. 3 sheet. The details can be drawn to various 
scales depending on the size of the part in question. Use No. 3 paper 
for details. 

In case the assignment number as posted on the bulletin board has a 
number in parenthesis above it the student will draw a detail of that part of 
the hanger which is opposite the number in parenthesis in the list above 
under hanger detailed, corresponding to the number above the assign- 
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ment No., viz.: 2 means draw a detail of the bearing box for an open 
end hanger whose dimensions will be found by reference to the table 
in Art. 109 on page 132. 

Prob. 1. Instead of plain bearing, design ring oiled bearing. 


Post Hangers or Post Boxes 


Prob. 1. Design a post hanger for a (d)” shaft when the distance 
from the face of the post to center of shaft is (A)’’”.. Use the open side 
type of U frame, as in Fig. 110, No. 3 paper. 

Prob. 2. Same as above, but using “J” type of frame and swivel 
yoke, No. 3 paper. 


ASSIGNMENT TABLE 


No. d A B e D E F Ho eNeoaebiage 
ioe ARES) Sth (re 12 fee tee i 
aaa Ee 6 | 18 4 62 | 154 z eras 5 

as re 8 23% 53 i 192 1 ee 2 3 

vg 235 9 25 6 le 21 1 ace 2 4 
5 | 235 9 | 26 6 ec uatot Le ee eee ae 
6 Sig 11 29% 63 93 257 WF 43 4 4 


Prob. 3. Draw the two views of a ball bearing post hanger shown 
in Fig. 1103, adding a top view. Put on all dimensions and a bill of 
material. Use No. 3 paper: 


ASSIGNMENT TABLE For B. B. Post HANGER 


Assign. No. 1 2 3 4 5 6 a 8 9 10 


Extension....| 8 9 102 | 103 | 103 | 103 | 12 12 12 12 


Line No. Table 
YG, Avatie 1013, |) 3 5 Uf 8 9 10 11 12 13 


148 ELEMENTARY MACHINE DRAWING AND DESIGN 


Wall Bracket 


Design a wall bracket to hold a pillow block for a (A)” shaft when 
the distance from bracket support to center of shaft is (b)’’.. The dimen- 
sions A and W may be obtained from Art. 104. Make side view, top 
view, and section on (db) also view from left side. Completely dimension. 
Use No. 3 paper. 


ASSIGNMENT TABLE FOR WALL BRACKET 


No.| 1 Pe Los ae By |G hh So Os SMO Mise Te Vey Jiss |b ae 


A Pa P| BS Bie || OA |) PE 


DWN TG A GR Gai GR Ie205/:20 ee 20 | 20 }25 |25 |25-| 25 | 25 


Nie 
bo 
whe 
w 
is 


3F | 4 25 2 


Ball Bearing Hanger 


Design a ball bearing hanger for the diameter of shaft ( )” and 
drop ( ”) as givenin Table Y, Art. 113, in line ( ) and column (_). 
The dimensions.of adapter bearings for this hanger will be found in 
Table Z, Art. 118, for the proper size of shaft. The number of balls 
must be calculated from the diameter given and load on bearing. Make 
a front view (A), left hand in section, a bottom view and a side view 
(B) left hand in section. Put on all the dimensions and make a bill 
of material on the drawing. Use No. 3 paper. 


ASSIGNMENT TABLE For B. B. Hancers (Table Y, Art. 113) 


12 13 | 14 15 | 16 


Mine Now| Zoe 2ne 2a hae Ge GeG se eSa ese} esa LON LOM Ome 12 


ate CAS ae Rpey hp leon 


| 


If the assignment number is followed by a (+) take the odd numbered 
line in the hanger table next in order down the page below the line number 
given in assignment table, but keep the same column letter as given 
in the assignment table. 
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Roller Bearing 


Draw the roller bearing pillow block shown in Fig. 115, and calculate 
the load it will carry safely at 150 R.P.M. of shaft. No. 3 paper. 

Prob. 1. Draw a detail of the... of the roller bearing pillow 
block of Fig. 115. No. 2 paper. 

Prob. 2. (a) Design a roller bearing pillow block to support a 23” 
shaft which carries a load of 4400 lbs. No. 3 paper. 

(b) Same when shaft diam. =3’’ and load =5700 lbs. 

(c) Same when shaft diam. =22”’ and load =2650 lbs. 

Prob. 3. Calculate the distance apart of the hangers for a (a) 23” 
shaft. (0) 3’ shaft. (c) 33” shaft. (d) 22’ shaft. 


CHAPTER X 


PISTON AND PISTON RODS 


116. A Piston is a cylindrical body fitted within a hollow 
cylinder so that it can slide in it under pressure and still prevent 
the escape of the fluid which presses against it. 

Examples may be found in steam engines, steam pumps, 
and gas engines. 

The piston is ordinarily fastened to a piston rod which passes 
through a stuffing box in the end of the cylinder in which it 
slides. 

If the piston is provided with valves which allow the fluid 
to pass through it during one of its strokes, it is called a bucket. 
When the diameter of the piston is reduced to the diameter 
of the piston rod or when the piston rod diameter is increased 
to that of the piston we have what is called a plunger. A piston 
which receives pressure on one side only and which carries a 
pin passing through one end of the connecting rod is called a 
trunk piston. They are commonly found on internal combustion 
engines. 

117. A plain piston, however well fitted at first, soon would 
become leaky. To prevent this, it is customary to fit packings 
to pistons in such a manner that the piston is kept from rubbing 
against the walls of the cylinder, the wear coming on the packing 
alone. 

A piston should be designed and constructed in such a way 
that it is sufficiently strong, keeps tight, has few parts, its bolts 
and nuts are securely fastened, and it works with as little friction 
as possible. 

The simplest piston packing is that which consists of metal 
rings which are sprung into grooves turned in the circumference 
of the piston and called Ramsbottom rings. These rings, 
before springing into place, are slightly larger in diameter than 
the inside of the cylinder in which the piston is to fit, so that 

150 
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their tendency to spring back when in place, presses them 
against the inside surface of the cylinder and makes a tight 
joint. They are slotted across their circumference to spring 
them into place. 

Fig. 117 shows several cross-sections of pistons in contact 
with a cylinder wall showing the rings in place. The width of 


Cyl. Wall 


Fic. 117.—Piston Packing Rings. 


the rings parallel to the axis of the cylinder may be taken as 
T'=0.03D to 0.06D and their thickness as W=0.025D to 0.03D 
where D=diameter of piston. 

The disadvantage of the spring rings is that it is necessary 
to remove the piston from the cylinder in order to get at or 
replace the rings and they cannot be used on large pistons, 


Fig. 118.—Piston Rings. 


To overcome these objections the piston is made in two parts 
as shown in Fig. 118, (2) is the piston body and (1) the follower 
plate or junk ring. The rings (3) are backed up by other rings 
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as (4) which press them against the cylinder wall. In (A) the 
follower plate is held against the piston body by the nut on the 
end of the piston rod. At (B) the follower plate is held on by 


several tap bolts (5). 
The follower plate is often called the junk ring. 
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Fie. 119.—Piston Ring Joints. 


118. When a single spring ring is used, the joint in the ring, 
which is necessary to allow it to be sprung into place, must be 
designed to prevent leakage of steam. A common form of joint 


Fia. 120.—Connections of Piston Rods to Pistons. 


is shown at (A), Fig. 119, where (1) is a tongue fastened to one 
end of the ring and sliding in a slot in the other end. 
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At (B) is shown the method employed when there are two 
rings in the packing space. (C) is still another method commonly 
used. (D) shows the joint for a small ring. 

119. Pistons are fastened to piston rods in a number of 
ways, the most important being shown in Fig. 120. (A) is used 
on small pistons when it is not necessary to remove the piston 
from the rod. 

The taper of the conical part in (B) varies from 1 in 4 to 1 
in 7. (D) is used when the follower plate is held on by the nut 
of the piston rod. (£) is used on conical steel pistons. 

120. Pistons are made either of cast iron or of cast steel, 
pressed steel, or forged steel. Where lightness is not of special 
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Fig. 121.—C. I. Piston. 
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importance they are made of cast iron and are cylindrical in 
form. When lightness is important they are made of cast 
steel and are conical in shape, as this gives greater strength 
and rigidity, with 30 to 35% less weight. 

Piston rods are made of steel and their strength is calculated 
at the point of least sectional area, usually at the bottom of 
_ the thread. Finer threads than the U. 8. Standard are often 
used in order to keep the diameter of the rod down. 

121. The proportions of pistons vary, depending on the class 
of work and kind of piston. The dimensions of a piston of cast 
steel, conical in shape, will differ very much from the dimensions 
of a cast iron piston for a steam pump. In Fig. 121 is shown a 
form of C. I. piston used on cylinders from 6” to 16’’ diameter 
and having the dimensions given in the accompanying Table 
from Haeder and Powell’s Hand Book on the Steam Engine. 
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In this type of piston the junk ring is a sort of cover held 
in place by the nut on the piston rod. 


TABLE For C. I. Prstons ure To 16” Dram. 


‘Dol | 0 |\mCmmimeeamimmere | fo) h |e hl et at 
Cyl. 
6 | 3. (eeu te | mate. «| cre, ie etait 
8) 8b ae ert <a 82 | re | LE eee 
10 | 38 8 Lpegiegas. | ‘ts 8 f° Teale 
12 | 4 | ae 2 bee | aS) cee Sea aes 
14 | 44 : 23 3 16 2 s | 2s | 32.| 2 
16°) CAT Siena Shemeke |S 2 3 | 2r6 | 38 | 2% 


Cast steel pistons conical in form are used in marine engines 
largely. The piston shown in Fig. 122 and the proportions 
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Fra. 122.—Cast Steel Piston. 


given are taken from D. A. Low’s pocket book and are based 
on examples from triple expansion marine engines. 


Vv : 
The unit for proportions is ae where D is the diam. of 


high pressure cylinder in inches and P the boiler pressure in 
lbs. per sq.in. above atmosphere. 


K=.19D to .22D; 


r= .T5d2. 
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Calculate de for the H.P. cyl. and use on the others 
D,=.7D2 to .8D2; 
L=.039V D+ ,": 
G=.017D+4”. 


unit=7) me for the following dimensions: 


A=.48 unit for H.P. piston; C=.33 unit’ for HPs 
A=.54 unit for I.P. piston; C'=.34 unit for I.P.; 
A =.64 unit for L.P. piston; C=.38 unit for :P:; 
B=1.8 to 3.1; av.=2.2; F=.74 unit. 


E=3.8 to 5.4 unit av. =4.6, or such as will make the sloping part 
of the L.P. piston inclined at 20°. H=1.5 to 2.7, av.=1.7 unit. 

The boss may be threaded for a short distance or made 
with a flange to facilitate the removal of the piston from the 
cylinder as shown by the dotted lines at x in Fig. 122. 

In a compound or triple expansion engine B, H, F, and H 
are the same for all pistons. 

The diameter of the junk ring bolts may be 


am a(Bx vet) +4", 
50 

p in this case is taken as the effective steam pressure, that is, 
half the boiler pressure for high pressure pistons, quarter boiler 
pressure for I.P. pistons and the boiler pressure divided by the 
ratio of low pressure to high pressure piston diameters for L.P. 
pistons. D=the diameter of the piston. 

The pitch of these bolts is from 5d to 10d. They may be 
tap bolts with heads set in a recess in the junk ring, or pro- 
jecting from the upper surface of the ring. 

Bolts of this kind are usually locked in some manner to 
prevent working loose and dropping off into the cylinder. 

The nuts which are screwed into the piston body to receive 
the junk ring bolts are kept from turning by taper pin keys. 
(See Art. 82, Fig. 83 (H).) 

122. Piston Rods are made of wrought iron, steel and bronze, 
their length depending on the stroke of the piston, thickness 
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of cylinder end, stuffing box depth and kind of crosshead used 
to guide the end of the rod which works outside the cylinder. 

The calculation of the diameter (d) of the rod depends on 
the unbalanced pressure on the piston, the diameter of the piston 
and the stress per sq.in. allowed in the metal of the rod. Some 
writers treat the rod as a long column, but as most rods have 
a length less than 10d, the general method appears to be to use 
a moderate working stress and calculate the area of cross- 
section from that. 

The total pressure on the piston in a cylinder whose diameter 
is D’’ will be the area of the end of the piston times the pressure 
a The resistance 


per sq.in. (p) onit. This can be expressed as 


of a piston rod to the pressure on it, due to the piston pressure, 
will be ay where d=the rod diameter and f=the strain per 


sq.in. which the metal is allowed to receive. Equating the load 


to the resistance gives — BUS t= wer ae from which d= D,|? em 


a 

Since the stress in the rod cae from a pull to a push 
or from tension to compression, the value of (f) lies between 
2000 and 4500, the smaller values being used for long stroke 
engines. 

For marine engines using Siemens-Martin steel rods the 
value of (f) varies from 2500 in freight steamers to 7000 in small 
cruisers and torpedo boat destroyers. 

The maximum stress in the threaded end of the rod must. 
not exceed 4500 in the first case to 13,000 in the last. 

123. The length of a piston rod cannot be given arbitrarily 
on account of the many varied conditions which govern it. If 
the distance from the under side of the piston to the center 
of the crosshead pin is given, then the manner of connecting it 
to both crosshead and piston will determine the shape at each end 
as well as its length over all. Some of the ways of connecting 
the piston rod to the piston are shown in Fig. 120. The method 
of connecting the rod to a crosshead will be found in the chapter 
following this. 

124. Pistons used for internal combustion engines are designed 
to receive pressure on one end only, and as they take the place 
of piston rod and crosshead they are open at the end opposite 
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the pressure end, and contain a wrist pin on which the con- 
necting rod oscillates. 

They are made of cast iron or steel, turned slightly smaller 
at the closed end to allow for expansion when heated by the 
burning gases and fitted with several Ramsbottom rings to 
insure tightness during the working stroke. 

The wrist pin is placed near the center of length of the piston 
and is supported by bosses cast on the inside of the piston. The 
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Fig. 123.—Trunk Piston for Gasolene Engine. 


length of the piston varies from L =D in small engines to L=1.5D. 
Fig. 123 shows a piston for an engine of the internal combustion 
type using gasoline as fuel. The dimensions can be obtained 
from the following formule from Louis Lacoin’s book on Auto- 
mobile Motors where L=D: 


A=.05D; B=.05D; 
h=0.035D; E=0.05D; 

K=0.05D; F=0.04D; 

M=.4D; d= 2D: G=.3D; 
J=7D; N=.1D; C=,023D. 
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For gas engine pistons the length L is greater than D, being 
equal to 1.5D to 2D. Other dimensions differ from those given 
above for gasolene engine pistons. 

The thickness of the flat end of the piston may be taken 
as .06D+2”, thickness of sides=.06D+%”, the length of wrist 
pin between supporting bosses=.5D. The diameter of supporting 
bosses=1.5d+4”. The diameter of wrist pin for small engines 
using a max. piston pressure of 


350 lbs. per sq.in. =0.16D ape to 0.23D 
| 450 Ibs. per sq.in. =0.21D light a 0.3D heavy. 


To give strength to the piston it should be ribbed on the 
inside by ribs at right angles extending across the flat end and 
down the sides nearly to the wrist pin; 5 to 7 Ramsbottom rings 


iy eh) : 
are used for packing, the thickness being 39 and width 2” to 3” 


for small engines, 3” to ?” for large ones. 

125. The weight of a piston in fast running engines has 
such a great influence on the crank pin pressure that pistons 
of this kind are made as light as possible. Pressed steel pistons 
for aeroplane motors are made weighing 1.87 lbs. for a bore 
of 3.93” (including the packing rings and wrist pin). As an 
exercise in estimating weights it is recommended to calculate 
the weight of one of the foregoing examples of pistons having in 
view the calculation of weight of all the reciprocating parts 
of some particular engine for which this piston is suitable. 


INSTRUCTIONS 


Pistons and Piston Rods 


No. 3 paper. Cast iron pistons, 2 hours allowed in class. Av. 
time required, 2? hours. Draw a side view (half in section) and an end 
view from opposite end from piston rod of an (a)”” diam. piston suitable 
for a steam engine cylinder. Use the kind of piston packing rings 
shown in (c) =Fig. 117 (A), (d) =Fig. 118 (A), (e) =Fig. 118 (B), using 
the dimensions given in the table for Fig. 121 as far as possible. 

When the packing of Fig. 117 is used the junk ring will be omitted 
and the piston will be hollow with a hole in the top for removing the 
sand core. The hole is to be threaded and fitted with a plug after- 
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wards. Dot in piston rod. Give all dimensions. If Fig. 118 (B) is 
used, the nut of the piston rod will press against the top of the hollow 
piston. The junk ring bolt diameter can be figured from the formula 
in Art. 121, assuming the boiler pressure as (P) lbs. Calculate the 
pressure per sq.in. on the piston rod. Dot in invisible lines in end 
view. 


Cast Steel Pistons 


No. 3 paper. 2 hours allowed in class. Av. time required is 332 
hours. Draw a side view (half in section by plane through axis of piston 
rod) and an end view of a cast steel piston. Use Fig. 122 as a basis 
for drawing this piston. The piston is to be (a)” diam. for a (b) H.P., 
(c) I.P., (d) L.P., cylinder for a (e) compound, (f) triple exp. steam 
engine using (g) lbs. per sq.in. in the H.P. cylinder. The diameter 
of the cylinders of this engine are H.P.=( )”,1.P.=( )”, L.P.=( )”. 
(In a compound the I.P. cylinder is omitted.) Show the piston rod 
and nut by dotted lines and give all dimensions on the drawing. The 
boss around the piston rod is to be provided with a flange on top for 
lifting the piston from the cylinder. The packing ring is to be arranged 
as shown in Fig. 119A to prevent leakage past the joint. The steam 
pressure for triple expansion engine work varies from 160 to 180 lbs. 
per sq.in. above atmosphere and for compounds from 120 to 150 lbs. 
Calculate the pressure per unit area of piston rod at root of thread and 
in the body of rod. Calculate all dimensions before class. Dot invisible 
lines in end view and give name of piston, for what cyl., and kind of 
engine, 


Internal Combustion Engine Piston 


No. 2 paper. (A). 2 hours allowed in class. Av. time required 
is 3 hours. Draw a side view (half in section by a longitudinal cutting 
plane) and a half end view of the open end of a (a)” piston for an 
internal combustion engine. Show the Ramsbottom rings in place and 
the wrist pin with the set screw. Use the proportions given in Fig. 
123. Give all the dimensions on the drawing. Calculate all dimensions 
before class. 

(B) Same views as above in (A), but diam. of piston is (b)” and 
designed for gas engine work when the max. piston pressure is (c) lbs. 
Omit the wrist pin in the drawing. Make the length of piston equal 
to 1.5 its diameter. Put in all invisible lines in end view and any 
necessary dimensions. Give size of engine in title. 
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ASSIGNMENT TABLE FOR PISTONS 


Cast Iron Pistons (Steam Engines) 
Ny le lstalslel7|s|o]iola| 12] i3] 
a 6 8 ; 10 | 12 | 14 16 6 S104 125) Pie ee tGre LOS en, 
¢| dU emeOmmtecmne | G |e | ¢ pve0 |) ad Wcemigyane 
P | 90 |110 | 100} 90 | 110 | 100 | 115 | 120 | 180 | 110 | 100 | 120 | 120 | 100 
Cast Steel Pistans (Marine Engines) 
a |10/ 16] 9 |14%/222| 10 | 16 | 25 | 12 | 223 | 183] 152] 22 | 15 
b d on c d b c d b d b b c b 
2 Ved mpap nena f | fulve toe de: \oenlaoes 
HERS OP LOeeS 9 Oy | AO) |) OPO) ie easy S| se ass |) als 
LP. 144 144 1424-16 )-16 | 16 vane : 22° 243 
Te Pal GE) Ge 225 2254) 227) 25.) 25 “95° 224 | 222 | 334 | 283 | 333 | 33 
g | 120 | 120 | 180 | 180 | 180 180 180 | 180 | 125 | 125 | 150 | 150 | 200 | 180 
| 
Internal Combustion Engine (A) eee (B) Gas 
Gel AAR as eh NSE WBE | 53 | 6 | 33 | 44 | 48 | 42 | 52 | 42 
b Sy WO) ae AS | OF LU LST on Sai OD al eta anaahG 
c | 350 | 350 | 350 | 350 | 350 | 350 350 350 | 350 | 450 | 450 | 450 | 450 | 450 


Prob. 1. Calculate the stress per sq.in. in the piston rod which fits 
your piston for the section at root of thread and for the main part of 


the rod. 


Prob. 2. Calculate the pressure per inch of projected area on the 
wrist pin on (a) the part within the bosses and (b) the part between 
the bosses when the pressure on the piston is 350 lbs. per sq.in. 

Prob. 3. Calculate the weight of your piston without the piston 
rod (steam engine). 

Prob. 4. Calculate the weight of an internal combustion engine 
piston with rings and wrist pin (gas and gasoline engine), 


CHAPTER XI 


CROSSHEADS 


126. A crOssHEAD is that part of a machine which moves 
in a straight line, with a reciprocating motion, and carries the 
cylindrical pin on which oscillates one end of a connecting rod. 

Steam engines, power pumps, and air compressors are some 
of the most common machines using crossheads. 

Fig. 124 shows the principal parts of a horizontal steam 
engine: (1) piston, (2) piston rod, (3) crosshead, (4) upper guide 


Fia. 124.—Horizontal Steam Engine. 


bar, (5) wrist pin, (6) connecting rod, (7) crank pin, (8) crank, 
(9) crank shaft, (10) lower guide, (11) cylinder, (12) bed. 

The crosshead is provided with one or more surfaces which 
slide in contact with constraining surfaces called guides. There 
may be one, two or four guides, the number serving as an indication 
of the class to which the crosshead belongs. Stationary engines 
have two or four guides, while marine engines are usually fitted 
with slipper guides which comprise two guiding surfaces. The 
method of fixing the wrist pin in the crosshead and the kind 
of wrist pin used also help to classify crossheads. 

In engines of the type which run “ over” (in the direction 
indicated in Fig. 124), the lower guide bar takes all the down- 
ward pressure due to the steam acting on the piston. There 
is so little pressure ever coming on the upper guide that it is 
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negligible. The area of the surface of the crosshead in contact 
with the guides during the forward stroke (away from the cylinder) 
can be calculated if the following are known; the pressure 
(R) and the pressure per sq.in (pi) which the surface is per- 
mitted to carry. This latter pressure varies (according to the 
speed of the crosshead), from 25-100 on stationary engines 
to 55-120 on marine engines. 

127. The calculation of the maximum force (&) acting on 
the guides depends on the force Q, the length of the connecting 
rod, the radius of the crank, the diameter of piston, and the 
steam pressure on the piston. The radius of the crank is, of course, 
half the stroke. 


Let P=steam pressure per sq.in.; 
D=diameter of piston in ins. ; 
L=length of connecting rod in terms of the stroke as 
nl(l= stroke) ; 


The position of the connecting rod which gives the maximum 
value of (R) is that which occurs 
when the crank is perpendicular to 


A 
: oe aK the line of motion of crosshead, 
Tied Ly as shown in Fig. 125. The forces 
Q a es acting at the wrist pin are marked 
R 4 \- Q, Rk, S, and their values are 


Force Diagram determined by the relation of the 
Fig. 125. sides of the triangle which is called 
the force diagram. 
That is Q:R=VP—P Soe Or Qr=RV L2—, 
but 
l 
= =—, 
nm and r 5 
Therefore 
Ql _p {inne 
5 = R,| (nl) Bar 
Since 


= PxD? 


Q=-S, 
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we have 
PrD?l_ ne, 
8 =F, | nl vt 
therefore / 
oe eemend) Ra 
4 4AN/A4n2—1 


This value of (R)+by the value of (p1) used, depending on the 
speed of the crosshead, will give the area of the surface of the 
crosshead in contact with the guide bar below. 

If the ratio of the length to the breadth of this surface is 
assumed, the breadth can be calculated. 


| 


on-’ 


Crosshead 
Fic, 126, 


In Fig. 126 is shown a crosshead for a small horizontal high 
speed engine. There are four guides, two above and two below. 
The bearing surfaces are planes whose total area is 8m?. The 
ratio of length to breadth in this case is 4:1. If we calculate 
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Sele é 
(R) and assume a value of (pi) we shall have 8m? By from which 


(m) is easily obtained. 

128. The piston rod connection to the crosshead is made either 
by threading the rod and screwing it into the end of a cylindrical 
boss on one end of the crosshead (Fig. 126) or by means of a 
cotter passing through rod and boss. In some cases the piston 
rod and part of the crosshead are made of one piece, but this 
is found on small engines as a rule or on engines with slipper 
crossheads. See Fig. (129). 

‘The proportions of these connections will be found in the 
various figures. 

129. The wrist pin or crosshead pin, or gudgeon pin as the 
pin is called, which holds the connecting rod to the crosshead, 
may be made in either of the ways shown in Fig, 127, The 


(A) 


Fig. 127.—Wrist Pins. 


pin at (A) is designed to receive the thrust of the connecting 
rod between the supports (C) and (D) while the pin at (B) projects 
from a central support (#) and takes the thrust on both sides. 
In the latter case the connecting rod end must be forked. The 
diameter: of the pin (d) depends on four things, the length (1), 
the greatest load on the pin, the allowable stress of the material, 
and the pressure per sq.in. allowed on the bearing surface. 
If we call (7) the load ,(/) the stress allowed in the material, 
(I) the length of the pin and (d) the diam., the following formula 
will express the diameter of the pin on the basis of strength: 


pone 


) 


ae ee 273 Tt 
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or if the ratio of 1 to d is fixed as 5, then 


27a Gel .2iol 


eee 7 EE 


or 


If the bearing surface is to be considered, the following 
requirements must be met: pXlXd=T, where p=pressure per 
sq.in. allowed on the bearing. (See Art. 100 and Table 16.) 


If J=axd where x is assumed, then aml which is the 
expression generally used for pin diam. If the strength is 
taken into account and we substitute eek in the equation for 


dp 
ae ee) ae 

(d) above we get, d=+/ 7A oy at This gives 1/=about 2d to 2.5d 
according to the values assumed for f and p. This, however, is 
greater than the values convenient to use for this purpose. Values 
of (x) used in practice vary from 1 to 2. If the pin is wrought 
iron the value of f is 4500-5000, while for steel it may be taken 
from 4500-6500. The wrist pin dimensions used in trunk 
pistons for gas engine work will be found in Art. 124. 

The value of 7 may be obtained from the value of Q given 
in Art. 127 by multiplying it by the secant of the maximum 
angle made by the connecting rod with the line of the piston 
rod called 6, or Q sec. 0=7. 6 can be determined if the lengths 
of connecting rod and crank are known. (See Fig. 125.) 

130. A type of crosshead used on an engine with two guide 
bars is shown in Fig. 128. The guides are bored out to an 
inside diameter of D’’, two shoes are fitted to the crosshead 
and turned to the same diameter as the guides. The piston 
rod is fastened to the crosshead by screwing it in. In Fig. 129 
is shown a marine type of slipper crosshead taken from Marine 
Engineering, by Hermann Wilda, in which, the piston rod and 
head are in one forging. The brasses are round in the upper 
half and square in the lower and are lined .with white metal. 
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The proportions given are in terms of (d) the diameter of the 
crosshead pin. ‘This is for engines of large power. 


m=not less than 1.6d, w=.4 to .5d, T =.5d to .55d. 


DXi Sy 
KMAAAASAASS 


Fig. 129.—Slipper Crosshead. 


diam. of bolts determined from 


f=4800 to 5000 lbs. per sq.in. for W.I. 
= 6400 to 7100 lbs. per sq.in. for steel. 


Distance between bolt centers = 2d. 

Make the body of the bolts the same diameter as the root 
of thread of the bolts, but use a finer pitch thread than the 
standard. 
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Thickness of brasses 8=.03d+335”’. 


H =3.5dx to 4.5dz; C= 08 toe. 
g= 22" to 53% e= 0 tonics 
eee oe l=d to 2d. 


B=2.5dz to 2.9dz; 


Calculate piston rod diameter for 5000 Ibs. per sq.in. when 
load on rod is half that given as per table of assignments. 


d= 1o7D4|2 


p=unbalanced working steam pressure in lbs. per sq.in.; 


D=diam. of cyl. of engine; 


k,=4800 to 7000 lbs. per sq.in. 


INSTRUCTIONS 


Crossheads 


Example 1. No. 3 paper; 4 hours allowed in class. Av. time required 
is 4.35 hours. Draw a crosshead like the one shown in Fig. 126, adding 
to the views there shown a third view looking at the top view from 
the end containing the piston rod. Calculate the value of (m) when 
the steam pressure in the cyl. is 100 lbs. per sqin. Engine cyl. is 93’ 
diam. Stroke of engine=12”. Conn. rod length=3xstroke. Max. 
Pressure on bearing surfaces of crosshead is 25 lbs. per sq.in. Calculate 
(A) and (B) when B=1.24A and the max. bearing pressure on the pin 
is to be 1180 lbs. per inch of projected area. C is to be made large 
enough to allow the strap of the connecting rod to clear by 3”. (See Fig. 
137.) The oil grooves may be taken not larger than 75” wide witha semi- 
circular cross-section. HH may be calculated from the diam. of the engine 
cyl. and steam press. by allowing a tensile strain of 4700 lbs. per sq.in. at 
the root of thread and using 8 threads per in. on the threaded portion. 
The locknut is a standard nut across flats and the depth, of the hex. 
part is standard. The sleeve of the nut protects the threads on the 
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s , 
piston rod and is made about A high above the hex. The other end 


of the piston rod is to be shown, the connection to the’ piston being 
of the kind shown in Fig. 120 (A). Thickness of piston=47’’. It is 
advisable to break the rod between the crosshead and piston and omit 
the long cylindrical portion on the drawing. The total length can be 
indicated by a dimension line only. Calculate the strain on the cross- 
head pin, using the formula in Art. 129. Pl. can be traced in 3.25 
hours. Ay. time required is 6 hours for complete plate. 

Prob. 1. No. 3 paper. 4 hours allowed in class. Av. time required 
is 6 hours. Draw to scale and dimension carefully the crosshead shown 
in Fig. 128, 3 views; bottom view to be a half sec. above center line. 
This will be calculated for an engine (Bore= ), Stroke= . Length 
of connecting rod=8 Xstroke. Steam at 125 lbs. pressure. Find the 
pressure per inch of bearing surface of shoe. Calculate the diam. at 
root of threads on piston rod for a unit stress = 4500 lbs. per sq.in. Use 
10 threads per inch for threading piston rod. Find the press. per sq-in. 
of projected area of wrist pin. Calculate the unit stress in the wrist 
pin from the formule in Art. 129. Make a note on the drawing giving 
all the above information, as 

Steam pressure in cyl. =125 lbs. per sq.in. 

Max. press. on shoe = 000 lbs. per sq.in. 

Unit stress in piston rod = 000 lbs. per sq.in. 

Pressure per sq.in. of projected area of wrist pin = > <lIbs. 

Unit stress in wrist pin =000 lbs. per sq.in. 

Title to be ‘“‘Crosshead for 00 x00 Engine.” 

Assignment table for sizes is given below. 


ASSIGNMENT TABLE (Prob. 1) 


DBO oe oh Ce fk Jf A AMO) aba vA ess | hess eae I ates Tanase TS ake) | BO) 


Stroke mn Ouleom ONO les 12|14| 14 | 16 | 16 | 18 | 18 | 20 |} 20 


Other dimensions will be found in the Table on page 166 in Art. 
130. 

Prob. 2. No.3 paper. 4 hours allowed on class. Avy. time required 
is 7.1 hours. Draw to scale and dimension carefully three views of a 
slipper crosshead for a marine engine (Fig. 129) whose cyl. diam.= ”, 
stroke= ’, steam pressure Ibs. per sq.in. In the side view show 
a section on the side towards the slipper and an outside view to the 
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right of the center line. Make a half section and half outside view of 

each of the other views. Length of connecting rod=23 times stroke. 

Find the pressure per sq.in. of projected area of wrist pin. Find the 

pressure per sq.in. on the rubbing surface of slipper. Make a note on 

the drawing giving the data used and the results obtained in the above 

calculations. Title to be “Crosshead for X Marine Engine.” 
Assignment Table follows. 


ASSIGNMENTS FOR Pros. 2 


No. 1 | 2 3 4 5 6 7 8 9 |} 10 
Bore... 124 | CUBA Saha) 16 -) 17 | 177) LOR eon 
Stroke... .. 174 | D2 tak ae 27. ee 3010.24) O74) 30 aensG 
Steam...... 160 


he 160 160 | 150 | 160 | 150 | 120 | 160 | 160 


Use half the given steam pressure in calculating d;, d and bolt 
diameter. Use /=2#d and 1000 lbs. per inch of projected area of wrist 
pin. For bolts use f=5500 lbs. and make the thread 10 or 12 pitch. 
Use maximum values of constants in working out (B) and (H). Use 
minimum yalues for (g) and (c). Put 3 to 5 sections of babbitt in the 
shoe-bearing surface. 


No. 6 Test. Arts. 116-130. (2 hours allowed.) 


1. (a) What is a piston? (6) How is leakage past it prevented? 
(c) Sketch two ways of fastening a piston to a piston rod. (d) What 
is a trunk piston and where is it used? 

2. A gasoline engine has 4’ bore, 6” stroke, length of connecting 
rod=24 times stroke. The piston length equals its diameter. The 
wrist pin diameter =0.2D, and its length between supports is 3D. If 
the explosion pressure in the cyl. is 300 lbs. per sq.in. calculate (a) the 
max. thrust of the piston against the cyl. walls Gn lbs. per inch of pro- 
jected piston bearing area). Calculate (6) the pressure per inch of 
projected area on the wrist pin. 

3. A piston rod 13” diam. is screwed into a crosshead by being 
threaded with 10 thds. p.i. (depth of thd.=.065”). What steam 
pressure can be used if the piston diameter is 10’ and the max. unit 
stress in the rod is not to exceed 4500 lbs. per sq.in.? What will be 
the unit stress in the unthreaded portion of the rod? 

4. What area of crosshead bearing surface will you allow in Question 
3 if the pressure on the guides is 30 lbs. per sq.in.? (Length of conn, 
rod =4 times the stroke, which is 12.) 
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No. 7 Test. Arts. 116-130. (2 hours allowed.) 


1. Describe in detail (a) the various forms of pistons, (0) how they 
are fastened to the piston rods, and the (c) methods of keeping them 
tight. (d) What is the function of a wrist pin? — 

2. An engine has a cyl. bore of 10’ and a stroke of 12”. The con- 
necting rod length is 23 times the stroke. The piston rod is 2’’ diam. 
threaded 10 thds. p. i. (depth of thread =.065’’).. The crosshead bearing 
surfaces have an area of 60 sq.in. When these surfaces are carrying 
a max. pressure of 30 lbs. per sq.in. calculate (a) the steam pressure 
in the cyl., (6) the unit stress in the piston rod at least section, (c) the 
diameter and length of the wrist pin (J=2d) when the max. pressure 
per in. of projected area is 1000 Ibs. 

3. A gasoline engine is 41’ bore X6” stroke and the connecting 
rod is 15” long. The length of piston=its diam. Find (a) the max. 
pressure of the piston against the cyl. wall when the explosion pres- 
sure =350 lbs. per sq.in. (6) Find the pressure per sq.in. of projected 
area of wrist pin when the pin diam. =.2D and its length is 0.5D. 


CHaAPlER Xi 
CONNECTING RODS 


131. A connectTiNG rod is a link used to connect two machine 
parts whose motions are different in character. A part moving 
with reciprocating motion may thus be connected to a part 
having circular motion; an example of this is found in the con- 
nection between the crosshead pin and the crank pin of a steam 
engine. (See Fig. 124.) The length of a connecting rod is the 
distance between the centers of the pins which it connects. In 
engine or pump connecting rods this length is usually a multiple 
of the length of movement of the piston or plunger in one direction. 
This movement is called the stroke of the engine or pump. The 
length of connecting rod varies from 2 to 4 times the stroke 
on land engines to 12 to 23 times the stroke on marine engines. 
In gas engines the length of rod is from 2 to 4 times the stroke. 

132. A connecting rod has each end shaped to receive a pin 
in much the same manner that a bearing receives a rotating shaft 
except that in the latter case the shaft rotates while the bearing 
is fixed. The pressure on the bearing surfaces of the pins in 
a connecting rod is used to determine the size of these pins and 
consequently the size of the ends of the rod. The size of the 
pin at the end of the rod having reciprocating motion and called 
the wrist or crosshead pin can be found by reference to Art. 124, 
Fig. 123, for gas engines, and Art. 129 for steam engines. The 
end of the connecting rod turning on the wrist pin is called 
the little end or crosshead end while the other end is the crank 
end or big end. 

The crank pin dimensions may be determined by reference 
to Art. 142 and Table 16. When the diameters and lengths 
of the pins have been determined for each end and the length 
of the rod from c. to c. of pins, it will then be necessary to find 
the area of the least transverse section of the rod. The point 
of least sectional area is near the crosshead end of the rod. ‘The 
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shape of the section at this point may be a circle, a rectangle 
with the longer side parallel to the plane of motion of the rod, 
or an I section with the web parallel to this plane. See Fig. 130. 

133. The calculation of this section as well as other sections 
nearer the crank pin requires an extended knowledge of mechanics, 
therefore it has been considered advisable to give empirical 
formule which will give results close enough for drawing purposes. 

The size of the least section depends on the pressure on the 
rod due to the working fluid in the cylinder as well as the strain 
on the rod due to the speed at which it runs. 

The maximum push or pull on the rod may be found by 
reference to Arts. 127, 129 and Fig. 125. 

In gas and gasoline engine work the dimensions of the rod 
at the wrist pin end may be calculated from the following 
formule. For a circular section from Prof. Lucke the diameter 


* d=.011DV/p to 0.014Dv/p, 
D=diam. of cyl. and (p) =initial press. per sq.in. (say 350). 


For plain rectangular rods the thickness (¢) is 0.008D-~/p 
and the width b at the piston end is 1.64. At the crank end 
the width b is 2.3¢. If the section is of the I shape the width 
of flanges may be 1.3¢ as found above, and the web thickness 
(S) =0.6¢. For steam engines the diam. (d) at a point .4 the 
length of the rod from the crank end may be d=0.0164~/mPEP, 
where P=total unbalanced pressure on piston, /=length of rod 
in inches and (m) has the following values: 


Piston speed ft. per min., 200 400 600 800 


m 30 20 15, 10 


The diameter at the small end=.9d; at the large end, 1.1d. 
For rectangular rods of breadth (b) and thickness (¢) see Fig. 
130 (B) and (C). Haeder and Powles give the following: 


(When b=at (x varies from 14 to 23), =0.0144./ TP Ses 


T=thrust on rod. (See Fig. 125 where it is denoted 
by 8S.) 


CONNECTING RODS bes 


134. The crank pin being larger than the wrist pin the con- 
necting rod increases in size towards the large end by a straight 
taper, when made of rectangular or I section. 

If the section is circular the rod may increase its diameter 
towards the middle and then decrease to the large end or the 
circular section may change to a section at the large end almost 
rectangular in shape. 

Rods of I section vary the depth of web (d) but keep the 
flange width (6) and web thickness S constant from end to end. 

Cross sections of rods are made in the shapes shown in Fig. 130. 

(A) is used for slow speed steam 


engines and small gasoline engines. 

(B) and (C) are used on high speed 
steam engines and (D) for gasoline 
engines. 


(A) 


(A) and (B) are often combined on Ke b 
the same rod, (A) at the small end, 
and (B) at the crank end, the whole 
rod being turned conical in a lathe 


and the parallel sides milled off to fF. (OCs 
make a constant thickness (d) = (¢) from of Connecting Rods. 
one end to the other. 

135. The simplest connection of rod end to pin is a cylindrical 
hole in the end of the rod through which the pin passes. 

This joint does not provide for wear unless the rod is bushed. 
The wrist pin ends of small gasoline engine connecting rods 
are made in this manner. Fig. 131. The other end of this rod 
is made adjustable by the cap and screws. The proportions of such 
rods are given by the following formule, which are suitable for rods 
for gasoline engines of small size (Heldt-Gasolene Automobile): 


S= | V 0.0000000000115P? +-0.000000000866P/* +-0.0000034P. 


P=total explosion pressure on piston, J=length of rod in 
inches, b=width of flange =3.8S, depth of rod =5.7S, t=S, a=11d, 
d=wrist pin diam. (see Art. 124), thickness of bushing at big 
end=75d2, de=crank pin diam., bolts are 3” A.L.A.M. thread, 
l2=dz to 1.3de, a= outside diam. of bushing on small end. 

Letters refer to Fig. 180 and Fig. 131. 
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Four bolts are used in the crank end if there is room. Use 
800 Ibs. per sq.in. on projected bearing surface of crank pin when 
the explosion pressure in the cylinder is 300 lbs. per sq.in. 

136. The crank end of a connecting rod for marine engines 
and for some land engines is often made of the type shown in 
Fig. 132, which is called the “marine” type. The end of the 
rod is forked and fitted to a cap by means of two through bolts 
furnished with two nuts to prevent working loose. A Penn 
nut with set screw may be used instead of a single nut with a 
split cotter pin passing through the end of the bolt. In order 

_to prevent the cap brass from being pressed too tightly against 
the crank pin, when the nuts are screwed on these bolts, two 
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Fie. 131.—Connecting Rod for Gasolene Engine. 


“shims ”’ are placed between the adjacent surface of cap and 
rod end. If adjustment of bearing is desired these shims are 
taken out and made thinner by filing or scraping. Instead of 
a single thickness as shown, the shim may consist of several 
thin sheets of metal. To prevent the shims from dropping out 
of place before the nuts are tightened each one is held by two 
dowel pins which are inserted in the cap and extend into holes 
in the shim half way through it although the holes are drilled 
entirely through the shim. The brasses are prevented from 
rotating inside the cap and rod end by having the bolts pass 
through grooves in the sides. The cap is prevented from loosening 
by locknuts placed above regular nuts or by two nuts equal 
in thickness on the bolt ends. The heads of the bolts are placed 
so close to the rod that they cannot turn while the nuts are 
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being screwed on. The rod and the rod end as well as the cap 
are designed to be turned in a lathe. The curves at (A) and 
(B) of Fig. 1 are plotted as the intersections, (A) of a surface 
of revolution with a cylindrical surface and (B) with a plane 
similar to the curve on the strap end. The other curves on the 
cap in Fig. 1 and Fig. 3 are circles or arcs or circles, one view 
giving the radii for the curves of the other. In Fig. 1 the width 
of the end of the rod may be found from the known length 
c. to c., the taper of each side and the diameter at the strap 
end where this taper begins. The curves which join the sloping 
sides of the rod to the forked end through which the bolts pass, 
may be drawn with a curved ruler. The horizontal dimension 
indicated but not given in Fig. 1, just above the horizontal 


Shape of 
Cross-section 


Connecting Rod 


iGelsse 


center line, may be assumed to bring the vertical straight line, 
to the right of xz, to the left of the bolt heads. In Fig. 2 the 
radius of the curve joining the stub to the head is also to be 
assumed. This rod end was designed for a connecting rod to 
be used on a 94” X12” horizontal engine to run at 275 R.P.M. 

The entire rod is shown in Fig. 133. The stroke of the engine 
being 12” the length of rod c. to c. is easily found. . 

137. Another type of marine end is shown in Fig. 134. The 
dimensions for several sizes will be found in the table on page 179. 
The length c. to c. may be taken as 3Xstroke of engine given, 
which is the last number in the first or last columns. 

138. Solid Ends are used on crank pins of the overhung type, 
that is, a pin supported at one end only. These ends are lighter 
than other forms and are also less liable to breakdowns. The 
end is forged solid and the rectangular hole is then cut out 
having rounded corners. Fig. 185 shows the general form of 
these ends. The adjustment is obtained by a wedge actuated 
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by two bolts. Dimensions are given in the table on page 179 for 
these ends. 
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Fic. 184.—Connecting Rod End. 


139. The little end of a connecting rod is usually made of 
a type called a strap end. 
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Reference to Fig. 133 will make clear the parts which com- 
pose it. The end of the rod itself is made rectangular and 
with a hole to take a gib and cotter. The brasses are made 


Babbitt is secured to 
Loxes either by tinning 
or by’T's/ots 


Solid End Design No.4 


Fig. 1385.—Connecting Rod End. 


rectangular to fit, one against the rod end and one against the 
strap. A strap is fitted around the brasses and cotter slots 
in it match the slot in the rod end. The set screw prevents the 
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cotter from slacking back, and its point bears in a groove cut 
in the side of the cotter. If the diameter of the wrist pin is 
known the dimensions of the parts may be proportioned from 
the following formule which refer to Fig. 136. (Low & Bevis, 
Mach. Dr. and Design.) 


hh 
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Fra. 136.—Connecting Rod End. 
b 
b=D+ 4" to 2”; l6=75 


2bt; =area of circle D” diam.; 


_ area of D | 


1=—_————— 


2b ; t2=1.17t1 to 1.501; 
t3=1.2¢, to 1.5¢; or such that area through cotter hole = bt). 
Area of cross-section of cotter and gib = bt1; 


t3 2 88h; A =2t; B=2.5t1; 


tg= 30+ 3"; ts; = .5¢ to t. 
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Often the thickness ¢g is used in place of t; and the strap is 
uniform in thickness except where ¢z is shown, where it is made 
1.25¢3. 

140. In Fig. 137 is shown, more in detail, the strap end of 
the rod already shown in Fig. 133. The crosshead pin is of that 
type shown in Fig. 126, which requires a strap end. The brasses: 
extend the whole length of the pin, which is 24” diameter. 

The strap encloses the brasses and is fastened to the stub 
end of the rod by means of a gib and cotter or key held in place 
by an oval point set screw bearing in the bottom of a shallow 
groove in the side of the cotter. 

The oil cup shown is designed to wipe off a drop of oil at 
each forward stroke. The wiper is a thin piece of brass No. 16 
gauge. There are certain dimensions which are given in order 
to calculate certain others denoted by the letters a—m-—s—n. 

By reference to the sub Figs. 1-2-3-4 of Fig. 137 it will be 
clear how the various parts would fail if there was not enough 
material in them at these points. 

Suppose the rod in tension and the resistance to the tensile 
stress was 20,000 lbs. per sq.in. of area in the circular cross 
section of the smallest part of the rod (at A). The total resistance 
would be 20,000 Xzr?. The strap would fail in tension as shown in 
Fig. 1, unless the transverse sectional area through the slots for the 
gib and cotter was equal to that at (A). Since the area is in four 
mr 
Ue 
rectangle whose sides are (a) and the half width of strap at 


2 


the side of the slot. Equate the rectangle area and oF and we 


can solve for (a). The strap can now fail by shearing as in 
Fig. 2. The strength of the material for shear may be taken 
as 15,000 lbs. per sq.in. This means the area sheared at the 
end of the strap must be 3 more than the area in tension or 
4am X 15000 = xr? 20000. The end of the rod end may also 
fail by shearing out under the pressure from the cotter. Since 
2 areas fail, their sum must equal the area just used in finding 
(m). The cotter and gib also will fail by shearing off in two 
places. Their sheared area must equal the preceding sheared 
area of the end of the rod. The thickness of gib and cotter 
is given in Fig. 6, from which (S) can be calculated. The con- 


sections, each of the four areas must equal but each area isa 
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struction of the curve of intersection on the stub end is shown 
in Fig, 138. 

The dimensions of a-m-—n-s worked out above should be 
changed from decimals to the nearest thirty-second of an inch. 


2 Fig. 138.—Intersection on Rod. 


INSTRUCTIONS 
Connecting Rods 


Example 1. No. 2 paper. 2 hours allowed in class. Av. time 
required is 3.6 hours. 

Prob. 1. Draw three views of a connecting rod for a gasoline engine, 
bore, , stroke , length ec. to c. =2% Xstroke. Max. pressure 
in cyl. =300 lbs. per sq.in. Style of rod shown in Fig. 131. Calculate 
the size of wrist pin from Art. 124. The cross-section of rod will, be 
like Fig. 180 (D), the depth of small end, width of flanges and web being 
calculated from Art. 133. The diameter (d,) and length (/,) of crank 
pin may be calculated by assuming a pressure per sq.in. of projected 
area = Ibs. and a length 1;=Xd:, wherex= . Calculate the weight 
of the rod if made of steel weighing 0.28 lb. per cu.in. W. I. at 0.27 lb., 
babbitt at 0.3 Ib. and C. I. at 0.26 lb. Title to be “Connecting Rod for 

X Gasoline Engine.” Put a note on drawing giving data used and 
results of calculations. Make calculations before class. No sketches 
needed. 


ASSIGNMENT TABLE FOR GASOLINE ENGINE Rops 


No. 1 2 3 4 5 6 i 8 Ses Ome else ates |S 
BOreas sete 32 4| 44) 43) 42 DOF Se] OS Gvcas Lacie ae 
Stroke. . 5 6; 6] 53] 6 CM) A a WS SS oR a7 ha 
ee ome eg ey 9s Yop feo arial | Pee? Wey pies ay Rasa Day i Des eRe a 

| 


186 ELEMENTARY MACHINE DRAWING AND DESIGN 


Prob. 2. 2 exercises at 2 hours each. Av. time required is 7 hours. 
No. 3 paper. Draw three views of the crank end of a connecting rod 
fora X12” engine (length c. to c.=3 times stroke), shown in Figs. 
132 and 133. Section the upper half of the front view, the upper half 
of the end view and the lower half of the bottom view. The boxes are 
brass, the rod and cap are steel, the bolts W. I. and the shims of C. I. 
Supply all omitted dimensions, and calculate the stress per sq.in. at 
the root of thread on bolts when the steam pressure is 100 lbs. per sq.in. 
Also calculate the pressure per sq.in. of projected area of crank pin, 


ASSIGNMENT TABLE FOR PROBLEM 2 


Bores 4. 93 10 103 11 113 12 13 


Prob. 3. Marine end connecting rod. No. 3 paper. 4 hours 
allowed in class. Av. time required is 7 hours. Make three views of 
the end shown in Fig. 134. The third view will be a view looking towards 
the cap. The size of engine is xX . Steam pressure in cyl. =125 
Ibs. Use the dimensions given in the table and calculate the max. 
stress per sq.in. on the bolts. Also calculate the pressure per sq.in. 
of projected area of crank pin. Make the upper half of the front view 
in section, and the lower half of the end view. Give dimensions for 
working drawing. Title to be “Crank End of Connecting Rod for 

xX Engine.” “Marine Type.” In a note give steam pressure, 
thrust on rod and pressure per inch of projected area of crank pin, and 
stress on bolts. 


ASSIGNMENT TABLE FOR PROBLEMS 3 AND 4 


See ON LON MS 2 aates 
8 ee 11 i 


LAS SOL SSM aOR Oa mats 
149) 1655165) 181218) 1208) 205) 12 


Prob. 4. Solid end connecting rod. No.3 paper. 4 hours allowed 
in class. Draw three views, front, top and end. Make front view 
half in section above center line and top view half in section below 
center line. The size of engine for which the rod is suitable will be a 

 . Steam pressure 125 Ibs. per sq.in. Use the dimensions given 
in the table for Fig. 135. Calculate the pressure per sq.in. of projected 


Boremaa sad 
Stroke ..| 8 | 
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area of crank pin. Calculate the stress per sq.in. at least section of the 
end (where the bolts go through). Calculate the shearing stress per 
sq.in. at the extreme end of the rod. A note is to be placed on the 
drawing giving the results of these calculations. Give all dimensions 
on the drawing. Title to be “Connecting Rod End (Solid Type) for 
a > _ Engine.” Standard title for remainder. Work out calcula- 
tions before class. No sketches needed. Assignments in preceding 
Table. 

Prob. 5. Strap end of connecting rod. No. 2 paper. Make two 
views of a strap end of a connecting rod like that shown in Fig. 136. 
Make the front view a half outside below the center line and make the 
top view a half section below the center line. Calculate the dimensions 
when the diameter D= ",d= ” and l=azd, where r= . Art. 86, 
Fig. 92, shows cotter and gib to use. Make a sketch of the rod end, 
with dimensions inserted, before class. ‘‘Brasses” are described in 
Art. 105 (Fig. 106). Set screws to be sq. hd. oval point. Calculate 
the stress per sq.in. at the weakest part of the strap, at (A), through 
gib and cotter and at (B) when the pull on (D) is 7000 lbs. per sq.in. 
Also calculate the pressure on the projected area of wrist pin. Put 
a note on the drawing giving the results of these calculations and the 
data used. Title to be “Strap End of Connecting Rod.” 4 hours 
allowed in class, 


ASSIGNMENT TABLE FOR PROBLEM 5 
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Prob. 6. Strap end of connecting rod. No. 3 paper. 6 hours 
allowed in. class. Av. time required for first two ex. requirements is 
5.85 hours. Fig. 137. Three views of this end. Front, top, and end 
(from the right hand side). Make the front view a half section above 
the center line, the top view a half section below the center line, and 
the end view a half vertical section on right of center line by a plane 
containing the axis of the wrist pin. 

Do not section the oil cup in the front view and end view, nor the 
gib and cotter. Pipe length will be found in oil cup Table 10. Plot 
intersection curve from Fig. 138. Calculate the values of a—m-n and s, 
using the nearest thirty-second of an inch on the drawing. Art. 140 
explains these calculations. Calculate the pressure per inch of pro- 
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jected area of wrist pin when the length of connecting rod is 36” and 
the steam pressure is 100 Ibs. per sq.in. and the diam. of steam cyl. 
is D’=  . Calculate the stress per sq.in. at smallest sec. of rod end, 
at least sec. of strap, at (n), at cross-section of key and gib and at end 
of strap. Put a note on the drawing, giving your results and the data 
used. 

Omit Figs. 1-2-3-4 from the drawing. Give all dimensions and 
make a standard title, calling the object drawn a “Strap End of Connect- 
ing Rod for a D’’ X12’"Engine.” No sketches are required for the first 
exercise, but the calculations for a—m-s and n are to be made before 
class. 

For the second exercise the other calculations are to be made. For 
the third exercise a dimensioned detail drawing of either the (a) strap 
or a (b) brass or (c) key and gib are to be made on No. 1 paper to scale. 


ASSIGNMENT TABLE FOR PROBLEM 6 


os 
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Prob. 7. Draw to scale, quarter size, on No. 1 paper, a detail of 
the body or stub only of the connecting rod whose ends are shown in 
Figs. 132 and 137. The complete rod is shown in Fig. 133. 


CHAPTER XIII 


ENGINE CRANKS AND ECCENTRICS 


141. Tue crank of an engine is used for transmitting the recip- 
rocating pressure on the piston of an engine into a pressure tending 
to rotate the crank shaft. The connecting rod is attached at 
one end to the crank pin at the other end to the crosshead. The 
crank is a single lever keyed at one end to the crank shaft. , At 
the other end the crank is provided with a projecting pin called 
the crank pin. The distance between the centers of the crank 
pin and crank shaft is the ‘‘throw” of the crank and is equal to 
one-half the stroke of the piston. 

Reference to Fig. 124 will make clear the relation ap the parts 
of an engine. The crank pin moves at a constant velocity 
_ 2xRN 
ap 
N=R.P.M., but the piston moves at a velocity which varies 
from 0 at the end of the stroke to a velocity near the center of 
the stroke approximately equal to the velocity of the crank pin. 
The mean velocity of the crank pin is 1.57 times the mean velocity 
of the piston. The connecting rod exerts a pressure on the crank 
pin in direct line with the rod. This pressure on the pin is 
resolved into a tangential component which produces a turning 
effort on the crank and into a component acting along a radial 
line through the center of the crank pin circle. 

The first component multiplied by the throw of the crank 
gives the turning moment on the crank shaft. 

142. Overhung Cranks. Fig. 139 (A) shows a cast-iron crank 
with a steel crank pin fastened in by a nut and taper pin through 


the bolt end. 


=ft. per min., where R= throw or zadius in inches and 


R=radius of crank or throw; 
d=diam. of crank pin; 
l=length of crank pin =2d. 


Where z lies between 1 and 2, 
189 
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Unwin gives the following values for ¢: 


e=0.08d+0.2” to 0.12d+0.2""; 
v=1.5e. 
Spooner gives 
t=.6D for C. I. cranks. 
The diameter and length of the crank pin is determined 


by the load it must carry and the pressure per inch of bearing 
area. This latter pressure depends on the kind of machine it 


D, ( 
Cast Iron Crank (A) Forged Steel or W.1.Crank 
Fic. 139. 


is on. The pressures per sq.in. allowed for engines will be 
found in Table 16. If we have for example a load (F) on 
a crank pin and the allowable pressure per sq.in. (p) is 300 
Ibs., the area of pin bearing surface, (A) (see Art. 100), would be 


expressed as A =" If we say the length of crank pin (l) is to 
be 13d, the expression for its diameter (d) can be written as 


’ FP F 
ig2— =—_— = ———- 
13d7=A pgs Nip 


Fig. 139 (B) shows a steel or W.I. crank with a crank pin 
fastened in by a cotter. This method of fastening in the pin may 
be used on a C.I. crank but is not so good as the method in Fig. (A). 
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A third method of securing the pin to the crank is shown in 
Fig. 140. The pin is forced into a hole in the disc and the end 
riveted over. Sometimes a key is used instead of forcing the pin 
into the hole. 

Fig. 140 shows a C. I. dise crank. The portion of the disc 
opposite the crank pin is made heavier to balance the weight 
of the crank pin and part of the weight of the connecting rod. 

143. Besides the overhung crank pins set in cranks keyed to 
crank shafts, we find crank pins made integral with the crank 
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Fic. 140.—Cast Iron Disc Crank. 


shafts to which they are joined by a web on each side. Fig. 13 
is a crank shaft for a triplex power pump. On each end of this 
shaft are keyed dise cranks similar to that shown in Fig. 140. 

Crank shafts and pins are often forged under the steam hammer 
as one forging, comprising several crank pins, webs and bearings. 
Small shafts of this kind are largely used in automobile and marine 
motors of the internal combustion type with two, four, six or eight 
cylinders. 

144. The calculation of the thickness (¢) of the web for a 
crank of forged steel or wrought iron of the type shown in Fig. 
139 (B) involves the force (/), length (2), distance (x), and 
width W. 
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The twisting moment on the shaft is FR=T7, from which 
the diameter D of the shaft may be obtained (see Art. 89). 


p= Pa", If W=1.5D then we may find the value of (é) ap- 


proximately by equating the twisting moment of the shaft to 


» (LSD REE ITs 
the bending moment on the web, that is, ( = if = ae ’ 


which 
Lo» GDF, _ 5 23Df, (1) 
5.1(1.5D)2f f 
where (f) and (fs) may be 4500 to 5500 and 5000 to 18,500 
respectively. 
FR,=B=bending moment through the web at (W). 


Fxr=T=twisting moment. Then the equivalent moment 
B.=3(B+VB?+T7?), and equating this to the resisting moment - 


2 
of the section at (W) ue we have 


t 


— eee seare 


where. (f) is the same factor used above for the shaft. The 
value of (¢) in equation (1) enables us to find an approximate 
value of () which is necessary in obtaining (7’), used in equation 
(2) for the final value of (¢). 

145. Eccentric and Strap. An eccentric is a modified crank 
used when the crank radius is so small that the crank pin and shaft, 
about which its center turns, interfere with each other; in fact, 
the crank pin surrounds the shaft. The eccentric is used to con- 
vert circular motion into reciprocating motion and is chiefly 
employed to drive the slide valve of a steam engine. The eccen- 
tric is keyed to the shaft which drives it and imparts motion to the 
valve by means of the eccentric strap and eccentric rod. The strap 
is made in two parts to enable it to be placed on the eccentric and 
the eccentric rod is fastened to the strap by bolts or screws. 

Fig. 143 shows an eccentric with its strap and part of the rod. 
To prevent the strap from slipping off the eccentric its inner 
surface is made either hollowed or projecting to fit the outside 
surface of the eccentric. Fig. 141 shows several sections of eccen- 
tric and strap bearing surfaces. The most common form is the 
one shown at (1). In Fig. 148 this style is used. In order to 
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make the eccentric lighter, two irregular openings are made in 
it separated by a rib which is usually placed opposite the key at 
the widest part between the shaft hole and outside of strap. 

The diameter of the eccentric may be made equal to (d) 
obtained from d=1.2D+2r+#?", where D=the diameter of 
shaft, and (r)=the eccentricity of the eccentric center. (A) 


: Jay : 
is made equal to 3? where (B) is the breadth of the eccentric, 


measured along the shaft. The value of (B) depends on the resist- 
ance which the slide valve offers to movement by the eccentric. . 


YY 
RXE CE 


Fig. 141, 


As this depends on the steam pressure which produces friction 
of the valve, on the area of the bearing surface and the coefficient 
of friction, its calculation is somewhat difficult; therefore the value 
of (B) will be given. 

146. The strap is made in two parts which are held together 
by two bolts passing through lugs on the outside. The thickness 


of the strap is taken as (C) -4. The center line of the strap 


bolt is drawn tangent to the outside circumference of the strap. 
The diameter of these bolts may be taken equal to .4B, using 

the nearest standard diameter above the dimension found by 

calculation. In order to stiffen the strap on the side opposite 
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the eccentric rod a rib is cast on the outer surface 3 the width 
of the strap and projecting a maximum distance equal to F=C. 
This rib narrows as it approaches the bolt lugs until it is 2” or 
less in height. The surface of the bolt lug against which the 
nut bears must be at such a distance from the parting line of 
the strap halves (xy) that there will be a clearance of 7’¢’’ between 
the nut corners and the stiffening rib. Use a U.S. St. hex. head 
bolt with a standard nut and a locknut or with two nuts of the 
same thickness each equal to 2 the bolt diameter. 

147. The eccentric rod is fastened to the strap by means of a 
key, or by threading the end of it or by making a T head and pass- 
ing screws through it. These three styles are shown in Fig. 142 
and in Fig. 1 of Fig. 143. In all these cases the hole or holes which 
are drilled in the strap should stop at the circle which defines 
the outside of the strap. In the case where the eccentric rod 


Case(Z) 
Fig. 142. 


end has a T head the screws used are cap screws whose diameter 
is the same as that of the strap bolts. The center lines of these 
screws are placed as near as possible to the center line of the rod 
and yet allow the heads of the screws to clear the fillet between 
the rod and its T head. This fillet may have a radius equal 
to {’’ or more. The thickness of the T measured parallel to the 
center line of the rod may be equal to 0.45B. The diameter (2) 
of the eccentric rod is taken equal to 0.9B. By locating the 
point at the bottom of the tapped hole for the cap screws the 
surface of the strap can be found against which the T is fastened. 

148. The rubbing surfaces of the eccentric and strap are oiled 
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by means of an oil cup which is screwed into a boss on top of a 
strap bolt lug. The cup shown in Fig. 143 is one designed to 
receive oil dropping from a fixed cup. The length of the cup in a 
line parallel to the eccentric rod must be such that the oil will drop 
into the cup in any position of the eccentric. 27+ 3’ will be long 
enough. The inside width of the cup at right angles to the long 
dimension above will be 1’ and the thickness of its sides= 75”. 
The hex. portion between the cup and threaded pipe end will have 
a diameter across flats as given in Table 10 (oil cups). The other 
dimensions below the hex. may be taken from the same Table 10. 
In order to permit the oil to flow around the strap bolt, the latter 
is grooved to a depth equal to the depth of thread on it. See 
Table 1, Col. 18, for diameter at root of threads of U.S. St. bolts. 


INSTRUCTIONS 
Cranks 
Arts. 141-148. 


Example 1. No. 2 or 3 paper. 2 hours allowed in class. Av. 
time required is 4 hours. Draw two views of a crank and crank pin. 
The pin is to be fastened to the crank in the manner shown in Fig. 

The crank is to be like that shown in Fig. -. Calculate the crank pin 
dimensions from the data given in the Table below. The load (F) = 
Ibs. The value of p= Ibs., the length /=zd where z= . The 
radiusk = ”, The finished plate should be a working drawing with all 
dimensions given, standard title, etc. Calculate the diam. D, using 
f=9000. (Art. 89.) 


ASSIGNMENT TABLE (CRANKS) 


No. 1 2 3 4 5) Oma eet 8 2 10 


Fig.,| Fig. | Hig. | Sig.) Fig. | Fig. | Bigs) tig. igs iy ic. 
Pin |139A |139A |139A | 139B | 139A | 140 | 140 | 139B | 139B | 139B 


Crank.) Fig. | Fig. | Fig. | Fig. | Fig. | Fig. | Fig. | Fig. | Fig. | Fig. 
139A J139A |139B | 139B | 139 B) 139B | 139A | 139B |.139B | 1394 


6300 | 9800 |14200| 15400 | 25000 | 25000 | 39500 | 6300 | 9800 | 14200 
Dp 1000 | 1090 | 1100) 1200} 1200} 1000} 1000} 900 | 900 | 1000 
z 1 1 1 Visa Wea th 1.2 Wea! thsi Waal 
R 6 8 10 12 14 16 18 7 9) 11 
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It may be necessary in some cases to increase the value given for 
(R), if the hubs interfere. 

Prob. 1. Draw the crank shaft shown in Fig. 13, and show on 
each end of it a disc crank having the same throw as the forged crank. 
The cranks are to be placed at 120° from each other. Make the crank 
pin length for the disc pins equal their diam., the pressure on them 
being the same as the center pin. 

Prob. 2. Calculate the thickness (¢) of the web for a W. I. crank, 
for assignment No, in the preceding table, using fs=5500. and 
f =5000. 

Prob. 3. Draw aC. I. crank of the following size. R=12’, D=5H, 
d=3", | =3}”, using a nut on the inside end of crank pin. ¢=2’. Length 
of hub=D. No. 2 paper. 

Prob. 4. Draw a W. I. crank with the following dimensions: R =18”, 
D=8", d=5", 1=53”", t=4", length of hub =63”, D,=142". Use a 
cotter to fasten the pin to crank whose width is 22” at large end and 
thickness =1’’.. Use No. 2 paper. 

Prob. 5. Draw a C. I. dise crank with the following dimensions: 
-R=12", D =6}", D, =2’-8”", F =5", d=4", 1=43"". No. 2 paper. 

Prob. 6. Draw a C. I. dise crank with the following dimensions: 
FR =10", D=6", D, =2'-6", F =43", d=31",1=4’. Use.No. 3 paper. 


Eccentric and Strap 


Size paper No. 3. Drawing to be in pencil only; time allowed 2 exer- 
cises in class =4 hours. Av. total hours required, 5.42. Views to be drawn 
are: Front view (Fig. 1) of Fig. 148, upper half in section. Top view 
(Fig. 2), lower half in section. End view (Fig. 4) from the left hand end 
showing the lower half in section by a plane zy (Fig. 1). Omit Fig. 3 on the 
drawing but use it for reference in making the views called for. Strap 
is cast iron, ece. and rod of steel, oil cup brass, bolts and screws W. I. 
Place the oil cup on the strap in the top and end views and also in the 
front view, if there is room on it. If not, then place it to the right 
of and near the end view, from which it is projected. 

The following dimensions must be placed on the finished drawing 
in addition to those shown on Fig. 143. c¢. to ec. of strap bolts; ec. 
to c. of cap screws; length of bolt lug’ from vertical center line, dis- 
tance from vertical center line to c. line of oil cup, and to end of ecc. 
rod T end. Thickness of T head on ecce. rod and width of same. Depth 
of tapped cap screw hole. Plot intersection curve /. 

Make a bill of material for eccentric and strap without the ecc. rod, 
(on the drawing). Put on a standard title instead of the one shown. 

The data for drawing the Plate areas follows: D=( ”), r=( ”), 
B=( ”) found from assigned column below. Place ecc. center (x) 
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the center of shaft to the (y) of a vertical and on a line making (z)° 
with the horizontal. 
TABLE OF DIMENSIONS OF ECCENTRICS 

1 213;4/5/6/7/8)9 10 |12|13/)14/ 15 |16)17)18 
p| 3 [3 (3 |aglsalselasis (3 | 3 [3 [34 [38 |38 22/22 [33 
r{ a | itefa | g]aafaa la | a] ve [ee as] tenefaa] ia] 2 
Bl) vy fag faglaglag]ua) ae] ie [ze] ve fis fitsluse)tas| ae fe [tee 
x |Above | ab.) ab.| ab ED letilab bab Below| B B\B|B B\B\B 
y | Right| R| Rk inital jelpaee IBe |) Ib, lei rir 
Za 30) 9160 75/90 75 | 60 45/30 0 30 | 45 | 60} 75 90 |75 60 | 45 


Prob. 1. Compare the strength of the two strap bolts at root of 
thread with that of the eccentric rod. Use the dimensions you have 


on the drawing. 


Prob. 2. Make a detail working drawing of (a) the half of an 
eccentric strap which is not to be connected to the ecc. rod. 
a working drawing of the half of an eccentric strap which is to receive 
the ecc. rod cap screws. (c) Make a detail working drawing of the 


eccentric sheave, 


(b) Make 


CHAPTER XIV 


PULLEYS AND BELTING 


149. There are two principal systems used for transmitting 
power from a prime mover to machinery, namely, (1) toothed 
gearing and (2) wrapping connectors. 

Under the latter head are found belt gearing and rope gearing. 

Belts are carried by pulleys which they either cause to rotate 
or receive motion from. The frictional resistance to slipping of 
the belt on the surface of the pulley face determines the power 
transmitted. Belts are made of leather, cotton, cotton leather, 
rubber, rawhide and leather links. The material most commonly 
used is leather from the hides of steers, taken from along the back. 

Belts are called “ single ”’ when the thickness is that of a single 
hide and double when two or three hides are cemented together. 
The thickness of single belts varies from ;%"’ to 7%’’ but the 
average is 33’ or }’’, while the thickness of double belts ranges 
from 4’ to .33’.. Rubber belts vary in thickness from .18’’ for 
3 ply to .45” for 8 ply. The weight of leather belts is about 55 
Ibs. per cu.ft. The smallest diameter of pulley on which a belt 
will run fully loaded without excessive wear, is about 35 times the 
belt thickness and preferably greater. The width of belts does 
not go below 2” asarule. Up to 4” the width increased by quar- 
ters of an inch, above 4” up to 7” by half inches and by inches 
between 7”” and 20”. 

The ends of belts are joined to make a continuous connector. 
The joint may be laced, sewed, cemented or riveted, the actual 
strength of the joint being from 60% to 75% that of the belt. 

The ultimate strength of good leather belting varies from 
3500 to 6000 Ibs. per sq.in. but the working strength is taken 
as 200 to 300 lbs. per sq.in. 

150. When a belt is wrapped around the rims of the pulleys 
which it connects, there will be a certain tension in it which is con- 
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stant when the belt is at rest. If one pulley is rotated, the initial 
tension in the belt will be increased in the belt between the pulleys 
on one side and decreased in the belt on the other side. The 
difference between the tensions in the tight and loose sides is 
called the driving force. The belt does not slip around the pulleys 
because of the frictional resistance between the belt and the pulley 
faces. If the driving force is less than the frictional resistance 
the pulley will turn when the belt is pulled away from one pulley 
toward another. 

As the driving force depends on the difference in tension between 
the two sides of the belt, it is necessary to know the relation 
between 7; and 7;. 7T,=tension on tight side. T;=tension 
on slack side. T;=initial tension (belt at rest). 


Then 
a P. = T; or Ti+ Bee = 2T;. 
4 

The ratio of 7; to 7; depends on the speed of the belt (which 
involves the centrifugal force at the pulley rim), the coefficient of 
friction between belt and pulley and the length of the are of 
contact between belt and pulley. 

By the use of calculus it can be proved that 


s 


where H=2.718, u=coeff. of friction, =the whole angle of con- 
tact in circular measure. 

This expression may be reduced to the following expressions 
which are sometimes more convenient to use. 


Common log ae 4341.0, if 8=circular measure 


7 eS =0.007578.0 if 0 is in degrees 


6c ce 


=2.729uN if N=fraction of cireum. embraced by 
the belt. 


The value of u. varies from .29 to .46, depending on the condition 
of the belt and pulley. It may be as low as .15 on oily pulleys 
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or even as high as .76 for special paper pulleys. For iron pulleys 
and leather belts the average value of u is .3. The value of 0 
for open belts depends on the distance apart of the pulley axes, 
and the radii of the pulleys connected by the belt. For an 
open belt 6=180°—2¢, where ¢ is found from 

—r 


one R=rad. of larger pulley, 


sin d= 


r=rad. of smaller pulley, and 
1=distance between pulley centers, all in inches. 


For crossed belts 6=180°+2¢ and ¢ is obtained from 


The arc of contact in a majority of cases is 180° and this is taken 
often in the computation of tables for belting, a multiplier being 
used to increase or decrease the width of belt obtained from 
the tables. When a belt is transmitting power it tends to stretch 
more on the tight than on the slack side and the driving pulley 
continually receives more length of belt than it delivers, therefore 
the velocity of the circumference is faster than that of the belt. 
The driven pulley on the other hand receives a less length than 
it delivers and its surface moves slower than the belt. This 
phenomenon is called the creep of a belt. This creep together with 
the slip of belts on the pulleys is from 1% to 3%, the former 
value being permissible, the latter not to be exceeded. As the 
slip increases with the belt speed larger values of uy. may be taken 
for higher speeds. Unwin gives the following rule for max. 
values of w: 


u=0.2+.004./V V=vel. ft. per min. 


From the above equations the value of = can be calculated 


for an assumed value of (u.) when the values of (2), (r), and (I) 
are given. Unwin gives in the last edition of his Machine Design, 
Vol. I, the following data regarding the initial tension which 
has proved, in a number of experiments, not to agree with the 
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accepted theory of Ti-+-Ts=2T;, but does agree with the expres- 
sion V/7,+-V/ 7, =2/T, (tensions being in lbs. per sq.in.). 


As T= BO=K, we can substitute it in the above formula, 
s 


which gives 


Vit =2vT, 


or 
4K 
T,= ———T. 
(VK+1)? ” 
and 
ie eee 
Dae 


If we take the values of u=.3 and 0 for an are of contact of 165° 

we have K=2.37, and at =1.18 instead of 2.5 by the 
ton 4's 

ordinary theory. 

151. The driving force P=7T,—T;, and a rule which gives 
good results is to allow for each inch of belt width for a single belt 
a value of 40 lbs. 

The horse-power which a belt transmits depends on the force 
P and the velocity of the belt, that is 


PY, 
= 33000? 
where 
H =horse-power, 
V =vel. of belt in ft. per min., 
P=effective pull on the belt. 


The economical speed of belts is from 4000 to 5000 ft. per min. 
If a belt runs around a pulley of diameter D’” which makes 
(NV) R.P.M. the expression for H will be 


ENS 
~ 33000 X 12’ 
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or if W =width of belt in inches, 


40WxDN _WDN 


4 = 33000 X12 3152.8 
or 
3152.8 
W — H x< SN. 


The effective pull on a belt may be reduced by centrifugal 
force at high speeds to such a point as to prevent the belt from 
driving. The weight of leather belting is about 0.43 lb. per 
sq.in. per foot of length. If w=this weight, then the centrifugal 
force of one foot length of belt one inch square running on a 


pulley of ue feet diam. at a speed of v feet per sec. is 


12 
wo? 12wv? 
F= oe aD 
q-19 


This force on one-half of the pulley circumference produces 
in each of the straight belt segments a tension 7',=0.014v? Ibs. 
per sq.in. The following table gives the tension per square inch 
for different velocities. 


p= 10 15- 25 50 75 100 125 ft. per sec. 
V = 600 900 1500 3000 4500 6000 7500 ft. per min. 
Te = 1.4 3.1 8.8 35 19 140 218 Ibs. per sq.in. 


As the centrifugal tension balances part of the tension pro- 
ducing friction on the pulleys, then 7;—7, and T;—T, are the 
effective tensions preventing slip. 


TL T,—T. Q oe 
If we take K=7 we now have Kan orl P=drving 
K 


effort=7,—T,; in lbs. per sq.in. of section, T= Beats 
which shows how the value of 7; is increased by centrifugal 
tension. 

152. In order to calculate the speed (R.P.M.) of pulleys 
connected by a belt it is necessary to know their diameters and the 
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R.P.M. of one of them. If there was no slip of the belt the velocity 
of the circumference of one pulley would equal that of the other 
pulley, that is if Di and De are the diameters of the two pulleys 
and N; and Ne their respective R.P.M. we would have 


tD1N1=xD2N2e. 


Cancel x and we have DiNi = D2Nz2. 

If there are several pulleys in a train of belting, as in Fig. 144, 
let N=R.P.M. of the first driver (K), and D=its diameter. 
Nez and Dz=R.P.M. and diameter 
of the first follower (A). Then 
N,D,=N2D2. The second driver 
(B) is on the same shaft as (A) 
therefore has the same R.P.M. as 
(A), viz., Ne=N3, but its diam. 
being Ds, we have NeD2=N3D3= 

Fic. 144.—Belting Diagram. N2D3. The second follower (C) 

has a diam. D4 and makes N4 

R.P.M. and N3D3=N4 Da. Substituting for N3D3 and Ne2De 
we have 


NixXDixXD3 _ N 

Dexa 
from which we see that the continued product of the diameters 
of the drivers multiplied by the R.P.M. of first driver and divided 
by the continued product of the follower diameters gives the 
R.P.M. of the last follower. This relation holds for any number 
whatever of drivers and followers. If all but one of the diameters 
and R.P.M. are given, the missing number may be determined 
by solving the above equation. 

153. Pulleys. Pulley is the name given to a wheel which 
transmits or receives power by means of belting. It has a smooth 
face, wider than the belt (from } to 1’), which is tapered from 
the center towards each edge to keep the belt from running off if 
no other prevention exists such as a belt shifter or flanges on each 
side of the face. 

This taper is called the crown of the pulley and is indicated in 
Fig. 146 by the letter (c), the distance being exaggerated for 


2 
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clearness in the drawing. The rim has a thickness at the edge 
denoted by (¢) and tapers towards the center 1’ per ft. to facilitate 
drawing the pattern from the mould in the foundry. This same 
taper is found on the outside of the hub and for the same purpose. 
BOOED ae 

Values for (¢) and (c) may be taken as C= 509 > t=599 18 
for pulleys made of cast iron. 

The rims of C.I. pulleys should not be run at a greater speed 
than 100 ft. per sec. to be safe against bursting. 

154. The arms of a pulley are made of elliptical or segmental 
cross section as shown in Fig. 145. 
The dimension (Ah) is taken in the 
plane of revolution of the center lines 
of the arms and at the circumference 
of the hub. At the rim (h’) is from 
2 to 2h, whichever looks better on 
the pulley considered. The nwmber 
of arms may be taken as 4 up to 20” 
in diam. if the width of face is 6” or 
less, and 6 arms for sizes above this. 
Unwin gives the rule for number 


B 
of arms=3+45 the nearest whole Elliptical Arm Section 
number being taken, not less than Wai4an 
four. 


155. The hub of a pulley may have a diameter at center 
of twice the shaft diameter and decrease in diam. towards the ends 
2” per ft. The length of the hub varies from 3B to }B depending 
on whether it is a loose pulley or one keyed to the shaft. The 
key is placed under an arm to avoid weakening the hub. A set 
screw is often used to keep the key from being displaced relative 
to the hub, or vice versa. The set screw in Fig. 146 (D) 
is shown at right angles to the key, but it is often placed so its 
point will bear on the key instead of the shaft. If the pulley is 
small a hole may have to be drilled in the rim over the set screw 
to allow the hole to be drilled and tapped in the hub to receive 
the screw. Some small pulleys are occasionally fastened to 
shafts by two set screws without a key, but this practice is not 
to be recommended. The diameter of set screw lies between 
2’ for small pulleys to 3” for large ones. The center of the 
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screw may be placed half way between the arm and the end of 


hub. 
156. The size of pulley arms depends on the force exerted 


on the rim of the pulley tending to make it rotate. 
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Fic. 146. Srerrpep Congr PULLEY. 


This force tends to break the arms at the hub so it is 
only necessary to determine their dimensions at this point. 
The turning effort (P) at the rim may be considered as 45 B 
lbs. for single belts up to 90 B lbs. for double belts. B=width 
of face. 
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The moment of this force about the center of the pulley is 
EXD 
2 
but this may be neglected. The resistance to breaking at the 
hub is divided between the arms. The resistance offered to the 
breaking strain depends on the shape of the arm cross-section, 
its distribution about an axis parallel to the shaft passing through 

the center of area of section, and the kind of material. 
Since the section of pulley arms is elliptical or segmental 
and the material cast iron, the resistance of the section may 


It is somewhat less at the circumference Of the hub 


be expressed as = where S=the stress per sq.in. allowed for 
C. I. ZJ=moment of inertia of the section and c=distance 


from the neutral axis to the extreme fibre of the section. 


ue where 


The expression for the load on each arm is axe 


n=number of arms. 
The resistance of an arm of Seg section whose minor 


axis =0.4 major axis (h), is SX 35 xh? <0.4h, which equals 


.0393h3 XS. 

This is practically the same for a segmental section. 

We then have for the expression of bending and resistance 
to bending —_ .0393Sh3. 

The value of (S) should be from 1800 to 2250 Ibs. per sq.in. 
- for C. I. arms. For S=1800, we have 


h= 0. 102,922, ue 
n 
For S=2250, 


h= 0.178). 


In case any other value of S is desired the general formula 


Wr es 0786Sn 


may be used. 
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The value of (P) is often not definitely known, so the arms 
must be designed to resist the maximum driving force which is 
rarely in excess of 4 the greatest tension in the belt. This reduces 
to the expressions for (P) given previously as 45B for single 
belts, 90B for double belts. B=breadth of pulley face. 

157. The arms of pulleys are either straight as shown in Fig. 
146 (D), or curved as in Fig. 147. The object of curving the arms 
is to prevent fracture when the casting cools. With modern 
methods of casting and properly proportioned straight arms, 
this danger is greatly lessened. 

At the present time there are many other kinds of pulleys 
besides C. I. ones. Wrought iron and pressed steel pulleys are 


Fic. 147—Curved Arm Pulley. 


used for high speeds and large diameters owing to their lightness 
and freedom from cooling strains. 

Wood pulleys are used where lightness is important as they are 
30-70% lighter than C. I. and 30-40% lighter than steel and 
W. I. pulleys. 

Some C. I. pulley rims are made with cork inserts which give 
a higher efficiency than plain rims. Paper pulleys with and 
without cork inserts are also used to obtain an increase of efficiency 
over plain C. I., W. I. or steel pulleys. 

Split Pulleys are used when there would be difficulty in placing 
a pulley on a shaft on account of bearings or other pulleys already 
in place, or because a pulley would be too large to either handle 
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or ship if made in one piece. Such pulleys are subjected to the 
same forces as solid pulleys when once bolted in place on the shaft. 

158. The diameter of shaft hole in a pulley does not depend 
on the diameter nor on the width of the face of a pulley, therefore 
the hub of a pulley is usually made of such a size as to allow the 
pulley to be used on several shafts up to a maximum above which 
it will be necessary to use another size hub. Bushings are used 
for smaller shafts. The diameter of hub may be assumed for 
drawing purposes in some such proportion as follows: 


From 9” to 12” diam. pulley make hub 33” diam. when face =2” 


ENE OY, NOs 420 4 ih Bele ns oe Bae 
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159. Cone Pulleys or Stepped Cone Pulleys are used when 
varying speeds are desired of a shaft which is run by a belt from 
a shaft turning at constant speed. 

Fig. 146 (A) shows a stepped cone pulley having 5 steps. 
The large end of the cone is filled by a plate which is keyed to 
the shaft and fastened to the shell of the cone by flat head screws. 
The screws should not be less than 3’ diameter and 4 or 6 in 
number. The rim thickness and crowning are calculated as for 
a straight arm pulley. The thickness of the sides of the steps 
may equal the sum of (¢) and (c), or t+7¢”. 

The plate may either be set flush with the large end of the cone 
as at (B) or placed against the last step as at (A). 

On large pulleys this plate is replaced by a spider made with 


arms to save weight. 
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160. The weight of C. I. pulleys often needs to be known 
approximately and the following formule are given for making 
the calculation. 

D. K. Clarke gives the weight in Ibs. per inch of face width 
as W=7.6D—-1.5 up to 12D—9.5 for rough castings where 
D=diam. of pulley in feet. 

An American rule is wgt. of pulley in lbs. = 


W =(.0175D!87 +3) B+.0362D?—2. 


D=diam. in inches. B=face width (inches). 


161. The following books and articles are recommended to 
those students who wish to study the subject of belting still 
further. 


Machine Design, Vol. 1, W. C. Unwin. 

Machine Design Const. & Drawing, H. J. Spooner. 

Machine Design Const. & Drawing, D. A. Low and A. W. Bevis. 
Machine Design, Kimball and Barr. 

Pulley and Belt Transmission, Rockwood Mfg. Co. catalogue. 
Articles on Belt Transmission, Proc. A.S.M.E. 


Lathe Design, Nicholson. 
Machine Design, Chas. L. Griffin. 
Machine Design, A. W. Smith. 
INSTRUCTIONS 
Pulleys 


Example 1. Paper No. 2 size. 2 hrs. in class for drawing a pulley 
in pencil. Scale, full, half, or quarter size. A pulley larger than 11’ 
diam. up to 21’ diam. to be drawn half size. Above 21” to be drawn 
quarter size. Place the front view at the bottom of sheet and section 
at top of sheet. If it is necessary break away some of the front view to 
avoid interference with the section. Draw a straight arm pulley whose 
diam. D=( )”, B=(_ )", d=(__)’’.. Take the diam. of hub as given 
in Art. 158 in Chapter XIV on Pulleys. Use the type of arm section 
shown in Fig. 145 ( ) making the calculation for its dimensions from 
Art. 156, using a ( ) belt and a value of S=(_) Ibs. The number of 
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arms may be taken as in Art. 154, t, c and A, will be found in Art. 153 
and 156. Draw in dotted lines a curved arm meeting the rim at the 
same place as one of the straight arms. Use method shown in Fig. 147. 
Make a note on the sheet giving the data assumed in calculating the 
size of arm, as “ Arm Calculation for Belt.” “Strainin Arm S= lbs. 
per sq.in.”’ On the pulley itself give all the dimensions in numerals. 


Work out all dimensions before coming to class, and make a sketch with 
dimensions on it. 


TABLE FoR GivinG Sizes Usep IN DrawiNG STRAIGHT AND CURVED ARM 
PULLEYS 


| 
No 1 | 2 | 3 4 5 6 7 8 9 
D 16 16 16 16 16 16 17 Ne 17 
B 4 5 6 a 8 9 5 6 a 
d 1g t 3 3 2 2 3 15 2 
Arm | Seg. Ell Seg. Ell 


Seg. | Ell. | Seg. | Ell. | Seg. 
Sing. | Doub.} Sing. 
2200 | 1800 


No. 10 11 12 13 14 15 16 17 18 
D 17 18 18 18 19 19 19 19 20 
B 8 6 g 8 6 a 8 9 6 
d 2 25 23 7 aa ops aa eS a Jeu Wa ee 

Arm | Ell. Seg. Ell. 


4 
Seg. | Ell. | Seg. | Ell. | Seg. | EI. 
Belt | Doub. | Sing. | Doub. | Sing. | Doub.} Sing. | Doub.] Sing. | Doub. 


S 2000 1900 | 2000 | 1900 } 2200 | 1800 ! 2000 | 2200 | 2250 


No. 19 20 21 22 23 24 25 26 27 28 


D 20 20 20 21 21 21 22 22 24 30 
B a 8 9 5 6 @ 6 7 8 8 
d Pojata lc2a ce ee 22 23 23 23 2% 
Arm | Seg. | Ell. | Seg. | Ell. | Seg.| Ell. | Seg. | Ell. | Seg. | EIl. 
Belt |Sing.| Doub.|Sing.| Doub.) Sing.| Sing. | Doub.| Doub.} Doub.| Doub. 
S 1900 | 2250 | 2000! 2000 | 1900; 1800 | 2000 | 2250 | 2000 | 2250 


An assignment No. with an e after means take all data from the 
column given except the last two lines which will be taken from the next 
column to the right. 

Example 2. Cone Pulley. No. 2 Paper. 
Seale half size. 


2 hrs. for pencil in class. 
Place the cone pulley with its axis vertical, small end 
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near bottom of paper. Make a view of the large end near the top of the 

sheet. Omit the shaft in both views. Use the same diam. steps as given 

in Fig. 146. Make B=( )”, d=shaft=( )’. Use the style of end 
By) 


plate shown in Fig. () of Fig. 146. Make the screws 3’ diam. 4 in 
number. Other dimensions as shown in Fig. 146 to be placed on drawing. 


TABLE FOR Cone PuLLEY ASSIGNMENT 


No...) aig aeeeee als 6 7}slo9 il u|i2las 
| 
Bo V2 2) 8 |e | 2 lop aa oe oleae 
d i eemuie ie | 2 2° | 1a) 1b 12 hoe eae ees 
Style | A | Popes | Bl AB BBS Bade 
| | 
No.. | 14! 15 | 16 | 17 | is | 19 | 20 | 21 | 22 | 23 | 24 | 25 | 26 
ri | 
B 24 | 22/2 |-o8 | 24 [23] 23 | 34] 3 | 28 | 28 | 28 | 2 
d Puiewdee (a= 1 2 |2 | 24 oe oxy gaaonl oo 
Style | B|,A| A] A | BIA | B | Bo) Be aad 


Pulley Calculations 


Prob. 1. In Fig. 144 is shown a train of belting connecting an engine 
flywheel (A) with a generator pulley (H). The flywheel belts to a jack 
shaft on which is a pulley (A) and a pulley (B). From (B) the belt runs 
to a line shaft carrying two pulleys (C) and (#). From pulley (£) a 
belt runs to a counter shaft on which are two pulleys (Ff) and (@), the 
latter belting direct to the generator pulley (H). : 

Suppose the R.P.M. of (A) and (#7) are known, the horse-power of 
the motor and the diameters of all the other pulleys except one. It 
is desired to find the proper diameter and width of face of the pulley to 
be used in the place of the missing pulley. The R.P.M. of (K) and (H) 
as well as a series of diameters of the intermediate pulleys are given 
below. Omit the diameter of some pulley (the one indicated in the 
assignment table following) and calculate the diameter and width of 
face of the pulley which should be used in place of the one omitted. Use 
driving force =40 lbs. per in. of belt width. 


DIAMETERS OF PULLEYS 


Pulley. K A B G iE | PF | G H 
Diameter........ 60 18 20 22 24 | 20 19 16 
J Bird AAI eS rok te ath oc x Boies ; | 46 ye 
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Use column (_ ) below for obtaining the necessary values of X, Y, 


horse-power, etc. 


a|b 
xX 50) 53 
y 215/228 
Omit |A/|A 
Jee ee 6} 6 


| 
g|\h 


0 


k 


l 


m 


n 


G6 


P 


qd iP 


79/100 
340/430 
G|\A 
10) 14 


120 
516 
B 

15 


150 
645 
C 

16 


| 


175 
751 
E 

18 


190 
817 
PF 

19 


200 
860 
G 

10 


90 


387 


H 
14 


110 
475 
A 

15 


130/160 


Prob. 2. A pulley (A”) diam. making (B) R.P.M. drives a second 


pulley which makes (C) R.P.M. and the H.P. transmitted is (D). 


Find 


the diam. and face of second pulley when the values of A—B-C—D are 
given as below in column ( 


). 


TABLE FOR: PROBLEM 2 


a b Cc 
Melon, 12) 14 
B | 200 | 190 | 180 
c | 70} 90) 100 
D Coane lak 8 


f 


7 


20 | 22 
140 | 140 
120 | 150 


lo 


6 


n 


34 
70 
90 
10 


Prob. 3. A (A’’) diam. pulley makes (B) R.P.M. and its face is 


(C”’) wide. 


data in column (_.) below. 
Prob. 4. Take the pulley given in Problem 3, suppose it transmits 


(D) horse-power. 
the same width (C’’) as above. 


TABLE FOR PROBLEMS 3 AND 4 


What H.P. will it transmit when using a single belt. 


Use 


How many R.P.M. ought it to make if the face is 
Use column (_ ) below, 


a b € d € fi g h 
A 24 24 26 28 | 30} 32| 34] 386] use this line for 3 and 4. 
B | 200 | 190 | 180 | 190 | 170 | 160 | 140 | 150} use this line for 3 only. 
(G 6 i 8 OF ears: 9} 10] 11) use this line for 3 and 4. 
D 5 6 df 8 9) 10; 11] 12] use this line for 4 only. 


Prob. 5. Two pulleys are (A) ft. apart and their diameters are 
If the driving force is (D) lbs. find the tension on the 
tight and loose sides of the belt and the initial tension when the belt is at 


(B’’) and (C”). 
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rest. Coeff. of friction =0.3. What H.P. is transmitted when the larger 
pulley makes (Z) R.P.M.? Use Table below for values of A~B-C-D-E. 


TABLE FOR PROBLEM 5 


0 


G | Oat comamiecmtet Wg ARO? Col Ry ae aen ge 


A 25| 28) 29) 30} 32) 34] 24] 26| 31| 27) 33] 35) 37 | 39 
B 12|-14) 16] 16) 17) 20) 20| 22) .22) 22) 18) 18) 18) 18 
C 30| 32] 380] 32] 31] 36] 380] 30) 34] 36] 24) 30] 26] 28 
D_ | 800 | 400 | 500 | 600 | 300 | 400 | 500 | 600 | 300 | 200 | 400 | 500 | 600 | 700 
E {100 | 120 | 180 | 140 | 100 | 110 | 120 | 130 | 140 | 150 | 160 | 170 | 100 | 110 


Prob. 6. Taking the dimensions A~B—C-D from the above Table, 
find the values of 7,77; using the theory taken from Unwin in Art. 150. 

Prob. 7. Find the tensions, 7,7’; and 7; when the centrifugal force 
is taken into account (Art. 151). Use the data from the above Table. 
In order to obtain a velocity of belt take the R.P.M. of the larger pulley 
as three times the value of (#) given in the Table above. 

Prob. 8. Calculate the weight of your C. I. straight arm pulley 
as closely as possible and then compare this weight with the weight as 
figured by D. K. Clarke’s rule and by the American rule. The 
weight of C. I. =.26 lb. per cu.inch. 

Prob. 9. Calculate the tension per inch of width in a belt 3,” thick 
due to centrifugal force when the belt is running 5000 ft. per min. 

Prob. 10. Calculate the unit stress in the shaft of your pulley as 
given in assignment table for Ex. 1 supposing it to be of wrought iron. 
(Art. 89). 


CHAPTER XV 
SPUR GEARING 


161. Tooruep wheels are used to communicate motion between 
shafts which are (1) parallel, (2) non-parallel, but in the same 
plane, (3) non-parallel and non-intersecting, (4) at right angles. 

To the 1st class belong ‘spur gears,” to the second “ bevel 
gears,” to the third ‘ spiral gears’ and to the fourth (which is 
a special case of the third) ‘‘ screw gears.” In all these cases the 
working surfaces of the teeth transmit motion by sliding contact. 
The demonstration of this as well as the theory of the form of 
these surfaces will be found in the text books on mechanism. 
Spur gears, Bevel gears and Worm gears will be taken up in this 
order in this course. 

162. Spur Gears. These are cylindrical wheels having teeth 
on the periphery which roll in contact with the same velocity ratio 
as two cylinders in contact or as two pulleys connected by a belt. 
The circle of the gear which is used for calculating this velocity 
ratio is called the pitch circle, the depth of a tooth being taken 
partly outside and partly inside this circle. The circle which 
passes through the tops of the teeth and which has the greatest 
diameter of any part of the wheel is called the addendum circle. 
It is the outside diam. of the cylinder into which the cutter enters 
to form the teeth on cut gears. The circle which passes through 
the bottom of the spaces between the teeth is called the dedendum 
or root circle. See Fig. 151. The curves which form the faces 
and the flanks of a tooth are either cycloidal (as in Fig. 151) or 
involutes of a base circle which is inside the pitch circle, as shown 
in Fig. 150. 

163. The width of a tooth on the pitch circle is governed by 
the pressure which the gear transmits and the length of the tooth. 
The distance measured along the pitch circle from a point on the 
face of one tooth to the corresponding point on the next tooth 
is called the circular pitch. It includes a tooth and a space. In 

215 
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cut gears the tooth and space are equal in width but in gears 
having cast teeth the space is wider than the tooth, the difference — 
in width being called backlash. The addendum (in cast gears) ” 
is found by multiplying the circular pitch (P) by some fraction 
which will give a practical result as (.3P). The dedendum equals 
the addendum plus a small amount called the clearance, which 
allows the tops of the teeth of one gear to clear the bottoms of the 
spaces on the other. This clearance is taken as (0.08P) on cast 
gears. 

On gears with cut teeth the depth of the tooth is determined 
from a term called diametral pitch. This term is the number 
obtained by dividing the number of teeth in the gear by its pitch 
diameter. The commercial diametral pitches begin with 1 and 
increase by fourths up to 3, then 33, 4 and by whole numbers 
up to 12, then by even numbers to 32, 36, 40, 48. The product 
of the circular and diametral pitch equals 3.1415=2, so if one 
pitch is known, the other one can be easily found. 

164. In speaking of diametral pitch the terms three pitch, 
eight pitch, etc., are used, whereas circular pitch is expressed in 
inches and decimals of an inch. Diametral pitch is a ratio; 
circular pitch is a linear distance. The smaller the diametral 
pitch the larger the tooth. The addendum (A) of a cut tooth 
equals the reciprocal of the diametral pitch. See Fig. 151. The 
clearance (cl) equals 715 the addendum and the dedendum (£) 
equals the sum of addendum and clearance. Since the depth 
of a tooth is the sum of’addendum and dedendum, we can write 
an expression for the depth in terms of the diametral pitch (p), 
viz. 

7 I le SA 


depth = ot seat ines i0p 


The outside diameter of the gear, which is the same as the diam- 
eter of the circle passing through the tops of the teeth (called the 
addendum circle) is found by adding twice the addendum to the 
pitch circle diameter. If D=the pitch diameter then the outside 


diameter Do=D+2A; but A= = then Do= D+5 Since D= AE 
p 
where N=number of teeth, we have by substitution, 


Doe ee or Does 
iD fe Pp 
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The following table gives the relation between diametral and 
circular pitches. 


Diametral Circular Diametral Circular Diametral Circular 
Pitch. Pitch, itch. Pitch. Pitch. Pitch. 
1 3.141 5 0.628 20 0.157 
13 2.513 6 0.524 22 0.143 
13 2.094 7 0.449 24 0.131 
13 1.795 8 0.393 26 0.121 
2 1.571 9 0.349 28 0.112 
2% 1.396 10 0.314 30 0.105 
23 1.257 wih 0.286 32 0.098 
23 1.142 12 0.262 ° 36 0.087 
3 1.047 14 0.224 40 0.079 
33 0.898 16 0.196 48 0.065 
4 0.785 18 0.175 


| 


165. In order to train the eye to identify teeth of different 
pitches a number of teeth are shown full size in Figs. 148, 149 and 
marked with their proper pitch number. 

166. In machine drawings the outlines of wheel teeth are not 
shown as a rule, but in case they may be required, a method is 
shown for both involute and cycloidal systems. In the involute 
system the tooth outline is a single circular arc between the adden- 
dum and base circles (Fig. 150). The angle of action is taken 
as 15° and (y) is the point on the line of centers of the gears in 
mesh. The base circle is tangent to the line drawn through 
(y) making 15° with the common tangent to the two pitch circles 
through (y). The point (x) on this 15° line of action is found 
by drawing a line from the center of the pitch circle perpendicular 
to the line of action. (x) is the center of the arc forming the 
face of the tooth whose radius R=ay. This are terminates at 
the base circle which is a circle tangent to the line of action and 
has its center at the center of the wheel. From the base circle to 
the root circle the line (mo) is radial. This distance is usually so 
short that the fillet completes the part of the tooth inside the base 
circle. The width of a tooth equals the space, each one being 
half the circular pitch. 

167. If the teeth are cycloidal in shape the outline is composed 
of two curves, one for the face, the other for the flank, as shown 
in Fig. 151. The radii for the curves are obtained from the table 
from Grant’s Odontics by multiplying the tabular value by the 
circular pitch or dividing the values given for diametral pitch 
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by the diametral pitch of the wheel. The centers of the arcs 
for the faces are taken inside the pitch circle on a circle whose 


I 
3 
d 


radius is less than the pitch circle by an amount called (dis.) 
whose tabular value is changed according to the pitch of the wheel. 


i2P 


l6P 
oh 
Sele 


ISP. 


10a. 


| 
d 
d 


EOP: 
lat: 


Pan, ee 


Fig. 148, 
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The flank are centers are on a circle of greater radius than the 
pitch circle. The increase of radius is the tabular (dis.) given 


AB 

a) 

rer) & 
aa 
On SX 
GOS 
S18 
Sb 
28 
a 
VY 


Fia. 149. 


for flanks, changed to suit the pitch of the wheel. See Fig. 151. 
The curves thus drawn are exact outlines for the number of 
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Involute Teeth 
Fre. 150. 


Cycloidal Teeth 
Fig. 151.—Construction of Teeth by Grant’s Odontograph Table. 


teeth given in column 1 of the following table, but can be used 
for the numbers of teeth given in column 2. 


GRANT’S ODONTOGRAPH TABLE FROM ODONTICS 


For 1 DIAMETRAL PitcH. For 1 Incn Crrcunar Pitcr. 

No. of Teeth. For any other pitch divide given | For any other pitch multiply 

values by that pitch. given values by that pitch. 

Faces. Flanks. Faces. Flanks. 

Bxact.| Intervals. | Rad. Dis. | Rad. Dis. Rad. Dis. | Rad. Dis. 
10 10 1.99 | .02 |— 8.00)4.00) .638 | .01 |—2.55) 1.27 
11 jy 2.00 | .04 |—11.05|6.50| .63 | .01 |—38.34] 2.07 

1 12 PRA DIN AROS os oo oe Seah .64 | .02 

134 13- 14 2.04 | .07 US LO VO R4 Si = 6S? 4.80} 3.00 
153 15— 16 210, 209 (ESO 40m Ola eS 2 OO) LO 
17% 17— 18 2.14 11 Gals 2E20 26s. 04 1.95| 0.70 
20 19- 21 2.20 13 SD) Lae OO: 1.63: 0.50 
De 22— 24 2.26 15) AOU LEU Siieeere 2a Oo 1.43} 0.36 
27 25- 29 2'.33 16 4.10)/0.96) .74 | .05 1.380} 0.29 
33 30- 36 2.40 19 3.80)) 0.72) 767) (06 1.20} 0.23 
42 37-— 48 2.48 22 S02) OOS! |e Sale Od eh O20 
58 49-— 72 2.60 25 3.33|0.54| .83 | .08 1.06} 0.17 
97 73-144 2.83 | .28 3.14/0.44} .90 | .09 1.00) 0.14 
290 145-300 2.2 | .31 3:00)/02 383) 993) s10 0.95} 0.12 
rack 2.96 34 2.96/0.34|) .94} .11 0.94] 0.11 
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168. The following formulze have been arranged so as to be 
easily found and used with either diametral or circular pitch. 


_No. Wanted. 
1 | Diametral pitch(p) 
» “é 6c 
3 | Circular pitch (P). 
4 ce ce (P) ie 
5 | Pitch diam. (D) 
6 6“ a (D). Th 
7 | C. to c. of gears 
8 ce ce 
9 | Addendum (A).. 
10 a CARTE 
11 ; Clearance........ 
12 LAG a ee 
13 | Depth of tooth ... 
14 “ec “ec ce 
15 | Thickness of tooth 
16 ims ce oe 
17 | Outside diam... .. 
18 “eé ce 
19 “ec c¢ 
20 | No. of teeth...... 
DM icy cot Ben ates 2 


pitch 


Calculation Required. Formula. 
Divide x by circular pitch (P).... =2he 
‘« No. of teeth in wheel by N 
FOU CHECHEID Renye Olena eed ass 5 oie P=H 
Divide x by diametral pitch (p). . = 
‘« pitch circum. by No.teeth eee 2 
eee x a “eae by cire. pitch NXP 
aAMGeCiVvVAden bY aie es kes. ss =5 
3.1416 
Divide No. of teeth by diam. pitch} D -3 
Add No. of teeth in gears and di- 
vide by 2Xdiametral pitch..... “fs 
Add ne of teeth in gears, multi- 
ply by circular pitch and divide N+ N,)P 
Dy 2 eee radwoneste ics per es C— rer 
Divide 1 by diam. pitch......... A = 
“circ. pitch by ©.....- 6.0. : a 
a : : 0.157 
Divide 0.157 by diametral pitch. .| Cl = 
Se mcitcularpicch bys 0 ee Cl = 
; Peo 
‘) 2.157 by diam. pitch. .... A+HE es 
Multiply circ. pitch by .6866.....| A+H=PX.6866 
Divide 1.5708 by diam. pitch....| T= = 
“circular pitehiby 255..... “5 
Add 2 to No. of teeth and divide N42 
by, diametralipitch = «14. 62: = on 
Add 2 times Addendum to pitch 
IAIN SMR eae te cane Dv =D+2A 
Add 2 to No. of teeth, multiply by 
cire. pitch and divide by z..... Re eis 
Multiply pitch diam. by diam. 
UsTel OVS ahr Lie & ci Pega eReA N=DXp 
Multiply diam. by x and divide by DX3.1416 
CINC DIUCH cn, cam oer aaa eae Dh 
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169. In the preceding articles, the form and representation of 
spur gear teeth have been treated as much as is necessary for 
representing them in a drawing. In very many cases it is not at 
all necessary to show on the drawing more than the pitch circle, 
addendum and dedendum circles. The addendum circle gives 
the outside diameter of the gear blank before the teeth are cut. 
The dedendum circle shows how deep the teeth are and the pitch 
circle shows what diameter was used in the calculations for speed, 
etc. Certain data must be given on the drawing in the form of 
a table for the information of the workman who cuts the teeth. 
Each gear wheel on a drawing must have the information necessary 
for cutting its teeth. For example, suppose a pinion and gear 
are to have 13 and 72 teeth, 2 diametral pitch, pitch diameters, 
63”’ and 36”. 

The following table gives the data required: 


Data For CUTTING 


Pinion. Gear. 
INjumbersohitectinyy ne eager st ens 9 ad a eens son 13 72 
ism tral Use Meet erections orcs kee 2 2 
Dep thiorstoo thie eees tare yoseuoch ana 1.078” 1.078” 
PNGIOIS NGNUIG ete peor the cle aie catia cena ote 6b Ste 0.50” 0.50” 
Chordalgpitch yawn te nya ae 0.784 0.7853 
INumberrotcutters miaeua sere avec ie: 8 2 


The number of the cutter depends on the number of teeth 
in the wheel and may be found from the following table. Eight 
cutters are required for each pitch and are numbered from 1 to 8. 
Any gear of one pitch will mesh with any other gear or with a 
rack of the same pitch. 


TaBLb FoR Currers ror INvonutTe Guar TEETH 
No. : will cut from 135 teeth to a rack 


seg emo “ _ 184 teeth 
(as - ce (as “e 35 cc 54 

ins 4 ia co ce 26 ce ims 34 ce 
ce 5 ce ia oc a1 (a3 ce 25 ce 
c¢ 6 NG ce ce il¥/ (as (ars 20 ims 
ce 7 oe ce c¢ 14 ce ce 16 ims 
ee 8 oe “¢ ce 1?) ce ce 13 cc 
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170. In some shops a gear drawing has given on it the number 
of teeth, diametral pitch, pitch diameter, width of face, and 
outside diameter in a note near each gear. The method of indi- 
cating this is as follows: 


627 —2DP—31"PD.—6"F.—32”0.D. 


On drawings which are more or less assembly drawings this method 
is to be recommended in preference to that given in Art. 169. 
The addendum and pitch circles are drawn full and light, the 
dedendum circle broken. 

171. Spur wheels are made from a solid cylinder when they 
are small and are then called pinions. A hole is bored axially 
through the cylinder to take a shaft. A pinion is shown in 
Fig. 153 at (A). As the gear increases in diameter it is made lighter 
by cutting away the metal from the sides between the center 
and the teeth leaving a web in the center plane. This is shown 
by gear (B) in Fig. 153. Sometimes the web is lightened by cut- 
ting holes in it. 


The web thickness may be taken conveniently as : a 


and the thickness of rim inside the teeth as equal to =P = circular 


pitch.) This dimension is indicated on gear (C) Fig. 153 by the 
letter (c). The diameter of the hub may be taken as twice the 
shaft diameter. Still larger wheels require arms which are made 
of oval cross section, as shown in Fig. 145, or of the sections 
shown in Fig. 152 (A) and (B). Of the last two, (A) is used on 


LA 


Arm Sections 
hice, 1594, 


heavy spur gears and (B) on bevel gears. Arms of I section 
are also used on spur gears of great strength and diameter, the 
bar of the I being parallel to the axis of the wheel. 
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172. Empirical dimensions of oval arm gears may be taken 
as follows, for small gears. See Fig. 145. (h) is taken half way 
between hub and rim, the area of the ellipse being equal to 30% 
more than the area of cross-section of a tooth at the pitch line, 


B : 
that is bxG Xie. The taper of the arms is }” per foot. The 


number of arms varies. Up to 60’ diameter 4 or 6 arms are used, 
depending on conditions. Over 60” eight arms are used and over . 
80’ diam. ten arms. In no case should the max. distance between 
arms at rim exceed the length of arm measured from center to 
rim. Use other dimensions as given for ribbed arms in Fig. 
153 gear (C). 

For gears with ribbed arm section like 152(A) the following 
proportions are recommended: 


B=width at rim (Bi) +2” per ft. taper; 


B, ape IMS Dp. 
P 


T =2b (b=width of face of gear); 


C. ae As, and is taken at the edge of the rim 
(Fig. 153): 
U=0.3P to Que aos to my 
Pipe Pp 
ee 
eee 


The length of the hub may be taken as 146 or equal to b+0.025D 
(where D=pitch diam. of gear). (In Fig. 153 (gear C) D is the 
shaft diam.) Fig. 153 (gear C) shows the letters not given in 
Fig. 152. 

The hub diameter may be taken as twice the shaft diameter 
when the shaft is of such a size (given below as do) as to carry 
a load proportional to the gear diameter. If the shaft on which 
the gear is to be mounted is larger than the above, the hub thick- 
ness may be made 0.2 (do+0.5d) where do=.08\/FR (for W.1 
shaft). For (7 R) see Art. 89 and Fig. 93 on page 104. The ribs 
or feathers on the sides of the arms should be tapered to facilitate 
drawing the pattern of the wheel from the sand in moulding. 
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The hub and rim should also be tapered as shown in Fig. 146 
(Fig. D) for the same reason. 

Sunk keys are used to fasten gears to shafts, a set screw 
being used only to prevent end movement of gear or key. 

173. The preceding formule for arms of gears are empirical 
and based on theory combined with practice. The arms are 
subjected to bending due to the pressure on the rim and the 
force acting through the shaft at the center of the wheel. 

If the arms are supposed to be fixed at the exterior of the 
hub and all the arms are loaded equally by the load on the teeth, 


the bending moment of one arm at the hub will be F . where . 


F =the load on a tooth at the pitch circle; y=distance from pitch 
circle to outside of hub, and n=number of arms. The load on 
the teeth can be obtained from the pitch, width of face, speed 
of rim, etc., as given in the ‘‘ Lewis” or some other formula for 
strength of gear teeth. The resistance to bending depends on 
the shape of the arm section and the strength of material forming 
the arm. This resistance is usually expressed by the terms 
(fz). f=the unit stress allowed in bending and z=the modulus 
of the section (found in books treating mechanics of materials). 
Some values of z are given below for the common forms of sections. 


_. The plane of bending is perpendicular to the surface of the page and parallel to the 
side of the page. 


Form of Section. Diagram of Section. Area of Sec. zs 
F Son 
Rectangle 4] ewes): bh tbh? 
bt 
B b B si 
2 2 ; 
Cross hy wie +) bH+Bh 4H (bH3 — Bh’) 


Ellipse —ba se NP 
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174. The strength of an elliptical arm is given in Art. 156, 
the pull (?) on the belt corresponding in gears to the pressure 
(Ff) on the teeth. 

If (f) is taken at 3000 lbs. unit stress we have the following 
expression for the size of the elliptical arms. 


ED, an 2 
He age (3000). 2. we @ 


: : i eV, : 
In this case y is taken as equal to 9? Siving the ellipse axes a 


and 6} at the center of wheel. 


3 
If (b) =5) this reduces to els 3000, from which we have 
n 32 
FD FD 
bef og eet ie 
a co 1592. tis erat (2) 


175. Applying this method to the calculation of an arm of 
+ section gives us the width of the arm called (B) in Fig. 152. 
The strength of the arm is nearly all due to the part which is in 
the plane of bending, viz.: the plane of rotation of the wheel, 
the ribs being of very little value to resist the bending action. 

If we disregard the ribs we have left to calculate a section, 
rectangular in shape, whose width (¢) corresponds to (b) in the table 
of Art. 173, and (B) corresponds to (h), from which 


Sea fe= hole, or ea hee nee 


If the letters of Fig. 152 are substituted in (1) it will appear as 


pa. As =F and (f) is taken equal to 3000 lbs. per 
n 

; Mele perk yy LD J 
sq.in., substitution gives 5 Be= 1000n’ from which 


FD FD 
ar ee ae Me ag te es Cs 
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This value of (B) is laid off at the center of the wheel as shown 
in Fig. 153 (C) and the arms are tapered towards the rim. The 
widths of the arm at the points where it joins the hub and the 
rim are to be given on the drawing in preference to (B) alone. 
The value of (F) must be calculated from the teeth dimensions 
by formula (83) in Art. 180. 

The calculation for an arm of 7 section is made in a similar 
manner and dimensions are laid off on the drawing similarly. 

176. Henry Hess gives the following formule for arm dimen- 
sions for spur gear wheels, in which the letters used are as follows: 


Z=modulus of resistance of arm section, 
P=circular pitch, 
p=diametral pitch, 


R=ratio of face width to circular pitch aa: 


12 
f=face width, 
N =number of teeth, 
m=number of arms, 
Beli NS-). : : 
Le ae » for circularpiteh. cas seer) 
and 
eee le CN Se) : : 
L= Open for diametral pitch, . . . (2) 


Applying these formule to arms whose cross-section is an ellipse 
having a minor axis (#) and major axis (2F) gives 


(N—7)P3R  |(N—7)Pb ; 
b=. 0n =,| a for circular pitch . (8) 


_ {(N-DeR _ {(N—7)wb 
20np? = NV 20np? 


E , for diametral pitch. (4) 


These are taken from The American Machinist Gear Book, 
by C. H. Logue, in which graphical charts are also given for their 
solution. 
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177. The weights of gear wheels are often estimated by some 
empirical rule which depends on the circ. pitch, width of face, 
etc. Reuleaux gives the following: 


W =0.0357 bP?(6.25 N+0.04 N?) where b=face; 
P=circular pitch; 

N =number of teeth; 

W =weight of gear blank. (Deduct 30% for finished wet.) 


As (P?) is not found to be a correct factor and the values of the 
constants for the No. of teeth run parallel with the No. of 
teeth, etc., Mr. Logue finds the wet. W=NXbXK where (K) is 
a constant given for the pitch= 

P2 


jee N 


This formula cannot be used for low numbers of teeth nor above 
33’ circular pitch. Another formula from Machinery reduces 
to much the same as the preceding, being W=KXP?bN. (K) 
is a coefficient which may be taken as 0.35 for pinions and 0.45 
for gears, or if the diameter (D) is known and (P), the weight 
of pinion=3.1 DP?. Weight of gear=4.2 DP?. 

The price of gears varies so much that a formula for calculating 
it cannot be given. The type of formula can be expressed as: 
Price = (coeff. x PN +coeff.xP) the coeff. to be determined for 
each manufacturer. Cast iron cut gears cost about 20% more 
than cast teeth, and cast steel gears from 50% to 75% more 
than cast iron gears of the same size. 

178. The efficiency of spur gears varies from 90% to 98% 
depending on the quality of workmanship, lubrication and 
material used. The teeth should be as near the perfect theo- 
retical shape as possible, and mounted accurately and firmly 
in position. The lubrication should be continuous, of sufficient 
quantity and the gears should work in a closed casing. The 
material should be hard and close grained and different for the 
two gears. Hardened steel will give the best results with phos- 
phor bronze. The pitch should be as fine as possible, without 
too wide a face, as this tends to increase the efficiency. Any- 
thing which tends to shorten the line of contact and confine it 
to the pitch point increases the efficiency. 
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179. Strength of Gear Teeth. The load which a gear trans- 
mits is divided among several teeth depending on the angle of 
approach and recess and on the quality of workmanship. The 
load might be brought on the corner of the top of one tooth 
and would tend to break that tooth along a surface running 
from the root of the tooth to some point on the top. This is 
shown in Fig. 154 by the portion abcd. As this would only 
occur in very badly fitted gears, the case of the load being uniformly 
distributed along the top of the tooth is the condition most 
used in calculations for strength. The tendency is then to 
break off the tooth along the surface (abcd) shown in Fig. 155. 


LYZ 


Fig. 154. Fig. 155. 


This surface is a rectangle whose sides are (b) the width of face 
and a side equal to the width of a tooth at the root which is 
nearly a This value s is too large for wheels having less than 
24 teeth and too small for more than 24 teeth. 

The bending moment of the force (F) will be (Fh) and the 
resisting moment at the root (fz). z is the modulus of the 
section (a rectangle) which is given in the table in Art. 173, as 


tbh?. As (h) equals - in Fig. 155, we have z=3bP?. 


In Art. 168 the involute system gives the depth of a tooth 
equal to .6866P, therefore Fh=FX.6866P and equating the 
bending moment and resisting moment gives .6866FP =sbP?f, 
from which F=0.607bPf, or for any other system of gearing 
F=kbPf where (k) is a variable which depends on the shape of 
the teeth, or on the number of teeth in the gear. 
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Mr. Wilfred Lewis, an American engineer, made a large number 
of experiments to determine the value of this variable (k) for 
the cycloidal system as well as the 15° and 20° involute systems, 
by drawing a large number of teeth and measuring their thickness 
at the root. From these measurements he evolved in 1893 what 
he calls a tooth factor. His formula was F=SPby, in which 
F'=the load taken at the pitch point, S=the working stress in 
the material, b=the width of face, and y=the tooth factor. 
The tooth factor for 15° imvolute and cycloidal teeth 


= (0.124 —) , for 20° involute teeth y= (0.154 -°57) . For 
radial flanks y= (0.075-"47°). N=number of teeth. 


Below will be found a table of values of (y) calculated from 
these formulze for various numbers of teeth. 


VALUES oF Factor (y) 


y UT] 

ee a Re 
Teeth. Involute, Involves Radial Teeth. Involute, ee Radial 
Ae | Cycloidal: | 70%: Z0he - | Coyloidala|, = oan 
12 0.078 0.067 0.052 27 0.111 0.100 0.064 
13 0.083 0.070 0.053 30 0.114 0.102 0.065 
14 0.088 0.072 0.054 34 0.118 0.104 0.066 
1s 0.092 0.075 0.055 38 0.122 0.107 0.067 
16 0.094 0.077 0.056 43 0.126 0.110 0.068 
17 0.096 0.080 0.057 50 0.130 0.112 0.069 
18 0.098 0.083 0.058 60 0.184 0.114 0.070 
19 0.100 0.087 0.059 75 0.1388 0.116 0.071 
20 0.102 0.090 0.060 100 0.142 0.118 0.072 
74) 0.104 0.092 0.061 150 0.146 0.120 0.073 
23 0.106 0.094 0.062 300 0.150 Q. 122 0.074 
25 0.108 0.097 0.063 rack | 0.154 0.124 0.075 


The value of (S) in the formula depends on the material of 
the teeth and on the velocity of the teeth. The load on a tooth 
must be reduced as the speed increases on account of the impact. 

If the working stress allowed when the wheel is at rest, called 


static stress, is multiplied by woe the result will be the allow- 


able working stress (S) when the velocity of a point on the pitch’ 
circle is (V) ft. per min. This multiplier was introduced by 
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Carl G. Barth and gives nearly the same result as the table 
originally given by Mr. Lewis for the working stresses for 
different. speeds of teeth. If the static stress S; at (0) velocity 
is taken as unity, the following table gives the multipliers for 
finding the working stress to use for different speeds when 


modified by the expression miten The value of the static stress 
Ss may be taken as follows: 
Cast iron, ordinary workmanship = 6,000 
‘ high grade workmanship = 8,000 
Steel, ordinary workmanship = 15,000 g 
high grade workmanship = 20,000." * 
Phosphor bronze, ordinary workmanship = 9,000 


(a3 ec 


high grade workmanship = 12,000 


TABLE OF STRENGTH FacToRS 


Vel. in ft. per min. =V) 0 | 100} 200) 300] 450} 600} 900} 1200} 1800 | 2400 


‘Strength factor......./1.0].857| .75).666}.571} 0.5) 0.4/0.333) 0.25 0.2 


180. The formule for calculating teeth for various speeds 
will be found below in their proper order for consecutive 
calculations. 


(1) To Find Velocity per Min. at Pitch Circle, 

Multiply together the pitch diam. in inches (D), the 
R.P.M. (R), and 0.262 or V =0.262DR. 

(2) To Find Allowable Unit Stress at Given Velocity, 

Multiply the allowable static stress by 600 and divide by 

the velocity in ft. per min.+600 or S=8X paar 
(3) To Find Safe Tangential Load at Pitch Circle, 

Multiply together the allowable unit stress for the given 
velocity, the width of face, the circular pitch and tooth 
factor or F =SPby. 

(4) To Find Max. Safe Horse Power, 

Multiply the safe load at the pitch line by the velocity 

of pitch circle in feet per minute and divide by 33,000 or 


FV 
18 {312 - ~ 33000’ 
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181. A rule for the width of face (6) of a gear suggested by an 
English engineer and giving good results in practice is as follows: 
b= SAEs that is, multiply the sq. root of the velocity of 
the pitch line in feet per min. by 0.15, add 9 to the product and 
divide by the diametral pitch. The width of face in practice varies 
from 2 to 8 times the circular pitch with 3 as a fair average for 
gears moving rapidly and having cut teeth. 

The speed of gear teeth is limited by the noise they make. 
This noise is objectionable when ordinary cut gears are run at a 
higher velocity than 1200 ft. per min. at the pitch line. 2000 
ft. per min. is about the practical pitch line speed limit, although 
gears of special design may run even higher than this. The 
maximum speed to avoid fracture would be for different gears 
somewhat as follows: 


4,000 ft. per min. for C. I. of 8,000 lbs. per sq.in. sta. Strength 
8,000 : “Cast St. of 16,000 cata 
10,000 st ‘Mach. St. of 25,000 Mca x 


The gears to attain such speeds must be exceptionally accurate 
and well balanced. A formula giving the safe speed depending 
on the number of teeth in contact (n), circular pitch (P) and 
a factor (k) is given below. For general use the estimated factor 
is also given. Safe speed =Pnk. 


Style of Gear. Value of (hk). 

Spur Gear, pattern molded........ 0 to 300 

Cae eTMACHITICR ae eens 6 110:to 450 
ee “, commercial cut... ..-.. 600 
4g «¢ , with exact cutters...... 700 
se ‘¢ , cut stepped teeth...... 820 
ae < Teton pee tah etnies 900 
ce chs rawhide A Phat ex ae ORY NESE 1000 


The number of teeth in contact may be found graphically 
by dropping perpendiculars from the centers of the gears to the 
line of pressure. If the points of intersection of these perpen- 
diculars with the line of pressure fall outside the points where 
the addendum circles cut the line of pressure, the No. of teeth 
between the latter points is used. If they fall enside, the No. 
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of teeth is taken between the feet of the perpendiculars. The 
distance between the points divided by the circular pitch gives 
the No. of teeth in contact approximately. 

182. In making calculations for gear tooth strength the 
smallest gear in the train must be calculated if all the gears are 
of the same material. The teeth of small gears are weaker than 
wheels having the same pitch but a greater number of teeth, 
as will be evident by inspecting the tooth factor in the Lewis 
formula. If the pinion can be made of a stronger material than 
the gear which meshes with it, then the calculation for the tooth 
strength will be based on the material of the larger wheel. 

183. Gear calculations can be simplified by the use of diagrams, 
especially in cases where the first calculation to find the pitch 
of a gear is only an approximation to the final result. Fig. 156 
is a diagram for finding the value of (S) in the Lewis formula 
when the static strength of the material is known and the velocity 
at the pitch circle in ft. per min. It is often required to find 
the pitch when the pitch diameter and speed of pitch circle are 
known but the number of teeth is unknown. The face of the 
gear is known or assumed by Art. 181. If the Lewis formula 
is used for 15° involute or cycloidal systems then 


F=SPby=SPo( 124), 

but 
Tv Tv 
Paap or oe 
F=bx=xs(121-™), 
Dp 
or 
389 2.15 
=bS = 
Pao se) 


: FP ; : 
If we call (w) => =the load per inch width of face of gear and 
substitute in the last expression, we have 


w= s( 288238) 
pe eDp: 


aS 2.15w 
p=5(.194%,/.038- SD ) Saarg wrcet rns (2) 


errs 7 Retry (8 


from which 


Se of or 


a 
3 mE ee . E 
co] 
20° peas" | zu 12} 2 
zg é 
ae a 
SSS 1,00 3 
be 
a 
‘aaa 
I 1,500 3 
0.124 F 3 
12000 oO 
‘ > 
' 


MAL aoe 
LZeAZYA 


ecu ueaue im 
A BEAL MONA 
AA 


A-2,500] 


° 


ine or vice versa, 


Geer — 
5 
¥-4,000- 
oo _—— 
: ie! ——" 
2) 1% * peor: 
a : Eran 200,~1,200 
er) Ss) + = = 1,100 
° a 1,000 
ax) o-- 900 
> vere BS 800 
3 xy a ee Yd 
oi 2% a meee em 2 600 
= are ss Beers 400 
ae ener a Cb Sat se NM 2 250 
° —— 
eg Xi? & 8 ne 
° A a3 
Zone == 3 G, oa x 
P| ALLEL AL TL rs} {>} » 
® ® 0.943% aad oe 
n Ay i} 
i Poa g 
o = 3 
2 3 0.8 A s 1 Ms 
8 3 He 0.9 a 
o 2 0.8 3 
tw) * 
3 oO i 0.7 : 
- * eo 
$ (=) 40,000 an 
oO 5 L 
_— 0. & 
4 50,000 = 
ESATA Pus n = 
LALA R LIV AZ| ; = 8 
a ARAL 2 "o 
ALAS LALLY | 0.5 £ > 
AAALL VV V KA n 
& YA ASA AAA 7 
0.445 DIAGRAM FOR THE LEWIS FORMULA FOR 
STRENGTH OF GEAR TEETH 
: By H. L. SzEwarp 
The Lewis formula for the strength of gear teeth is 
= 10 W =SPby; or, if 5=KP; W=SP2Ky. 
3 . 1 A line from S to W crosses the center line at the same 
3 point as a line from X to P. 
Ee] 
g me EXAMPLE. 
3 Given: Cast Iron gear, velocity of teeth =150 ft. per min. 
A; f a 14 W =3500 lbs. =load carried by teeth. 
4Z. PAAZVY |_| > Y =0.11, 
AAAAg TTT 024.4 K=4. 
Z > Required: P 
18 As shown by dotted lines, P =o0.06s. 
a ca S To face page 274. 
4 S 
busie 3 Fig. 158. 
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Fre, 156. 
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Fig. 157 from Kimball and Barr’s Machine Design is based 
on formula (1) above and enables the diametral or circular pitch 
to be easily found when the width of face (b) is known, the diameter | 
of the pitch circle (D), the stress allowed in the teeth (S) (found 
from Fig. 156) and the load (/) on the teeth. 

Enter the diagram at load (w) per inch of face on scale (C) 
come down vertically to the inclined line denoting the stress 
allowed (8), called P in diagram). Run along horizontally from 
this point to meet the vertical line erected from the gear 
diameter at the bottom of the diagram at scale (D). The 
curved line nearest to this point of intersection indicates the 
nearest diametral pitch. 

Diagram Fig. 158 was designed by Mr. H. L. Seward to 
facilitate calculations involving strength of gears based on the 


Lewis formula. The directions for its use appear on the diagram. 
The values of (S) have not been modified by the term aor y 
but remain as originally given by Mr. Lewis. In this diagram 
the width of face can be determined for any given pitch in terms 
of the pitch as b=KP either (P) or (K) being changed to suit 
the design of gear under consideration. The rule for width of 
face given in Art. 181 may be used as a trial width. 

184. The horse-power transmitted by a train of gears depends 
on the load on the teeth, the velocity of the pitch circle in ft. 


per min. and the efficiency of the gears. A single pair of gears 


will transmit H.P. = (Fa) X90 to 98% depending on the grade 


of workmanship and fitting together. 
The velocity (V) is taken in ft. per min. as yess 


where 
D=pitch diam. in inches, VN=R.P.M. 
(Ff) =force on teeth at pitch line obtained from the Lewis formula. 
185. The problem of finding the velocity ratio of a pair of 
gears is the same as for two pulleys (Art. 152). To compute the 
speed ratio of the first and last gears in a train use the continued 
product of all the drivers as a single driver and the continued 
product of all the followers as a single follower and proceed as 
above. If an idler is placed in the train it does not need to be 
considered, for it figures both as a follower and a driver. 
In designing gear trains it is best to divide the reduction as 
evenly as possible among the different pairs of gears forming the 
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train. For a reduction of say 64 if two sets of gears were used 
the reduction in each set would be /64=8 whereas in a triple 
reduction, the reduction in each set would be </64=4. That 
is, three pairs of ‘gears would be used, each pair having a velocity 
ratio of 4 to 1. 

186. The relative powers of a train of gears are inversely: 
porportional to the velocity of their pitch circles. In a drum and 
gear hoist as shown in Fig. 159 we have a pulley (G) on a counter- 
shaft which belts to pulley (F) on the shaft of gear (A). Gear 
(A) meshes with an idler (B) which turns a gear (C) and the drum 
(D) to which (C) is rigidly connected. If the drum is rotated 
it takes up or lets out the rope which 
is fastened to the weight (W), thus 
raising or lowering it. The load (W) 
on the rope produces a pressure (/) 
on the teeth of gear (C) inversely 
proportional to the lever arm of the 
gear, or WXrad. of drum=(/) Xrad. 
of gear (C). The pressure on the 
teeth of (B) to turn (C) will be 
greater than (F) on account of the 

Fic. 159.—Hoisting Train. friction between the teeth. If the. 

frictional loss of each pair is 5% 

then we will need 10% more power in gear (A) than is required 

to raise the weight (W). That is, the teeth of the gears must be 
proportioned to stand 10% more than the load (/’) requires. 

The horse-power (H1) supplied at the pulley (Ff) to the gear 
shaft is decreased 10% by frictional resistance before the drum is 
reached, therefore,the power available to raise the weight is 10% 
less than the initial horse-power, 


or 
H=.9Hi, 
that is, 
COW ay ea 
830009 Gt 38000. 


Vi=the velocity of pitch circle of gear (A), and 
F =load on teeth, of (A) 
V =velocity of wgt. (W). 


ron te equation = =FVic IPC us nownethel eR ree 
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the gear (A) are known and the velocity ratio of (D) and (A) 
can be determined. From this the diameter of gear (A) can be 
found, if (C) is assumed, which will give at once the load (F) on 
the gear teeth, enabling the pitch to be determined for all gears 
which run together. 

A more extended study of gear transmission will be found in 
the following books, which have been consulted in preparing 
this brief treatise. 


Spur Gearing, Machinery Reference Series No. 15. 
Elements of Machine Design—Part 1, by W. C. Unwin. 
American Machinist Gear Book, Charles H. Logue. 
Elements of Machine Design, Kimball and Barr. 
Mechanical Engineers’ Pocket Book, Kent. 


INSTRUCTIONS 


Spur Gearing 


Three two hour exercises, No. 3 paper, allowed in class, scale half 
size. ‘Total time req’d on pl. is 7 hrs. The gears shown in Fig. 153 are 
to be drawn in the reverse position to that shown, that is, (A) and (C) 
change places. If any change is made in vertical arrangement it must 
be by moving the center of the pinion towards the top of the paper. 
Its pitch circle must be kept in contact with the pitch circle of (B). Fig. 
1 may be omitted but the remaining figures are to be drawn, also a section 
of oval or + arms. 

The pitch diameters of (A), (B) and (C) will be respectively ( )”, 
( )”, ( )”. A is to be a pinion in all cases. If the diam. of (B) is 
13” or more it is to have oval arms, 4 or 6 in number. (C) is to have 
+ shaped arms, the number being (n) in the assignment table. 

The diametral pitch (p) is (_ ). The width of face b=( )”. The 
diameters of the shafts in wheels (A) and (B) are to be calculated from 
Art. 89 using a value of (f) =13,500. That in wheel (C) from formula 
in Art. 172 increased by 3’.. The gears are of cast iron. Keyways 
to be shown and dimensioned in all gears. Use the empirical formule 
for oval arms given in Art. 172 or 176 for drawing the arms, then cal- 
culate the strain (f) in the arms by using formule in Art. 174. 

For + arms use formule in Art. 172 for drawing, then calculate 
the stress (f) for the arms, using formule in Art. 175. The hub diam- 
eters may be taken as twice the shaft diameters except in the wheel 
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(C) where + arms are drawn. Then take the hub diameter as indicated 
in Art. 172, since the shaft diameter will be larger than that necessary 
to transmit the power from the gear alone. 

Take the set screw diam. =2” for all cases. Give the dimensions 
indicated on the drawing in Fig. 153, also the distance c. to ¢. of shafts 
of each pair of gears, the depth from top of teeth to inside of rim, diam. 
and length of set screw, diam. of hubs, width of arm at rim and at hub. 

For each gear make a note giving the following— 7, — DP, — PD, 
— Face, — OD. Also make a table giving the data for cutting all three 
gears as illustrated in Art. 169. 

Calculate the H.P. which the gears will transmit based on the pinion 
teeth when the pinion makes (_ ) R.P.M. (given in assignment table) 
and when the friction loss is 5 per cent between pinion and gear (C). 
See Art. 180. 

Calculate the weight of each gear, giving the name of formula used. 


ASSIGNMENT TABLE FoR SPuR GEAR PLATE 


We Be ee Said et texan | TUG M aL ib i ie |p ates | 265! aks 

Pitch dian: (Ah Sa yeh S12) 12): 898) 8 Or Ol sO sO Sis was 
f a | 183 || WAP Tea GS GS) PA Pa ee ee Tio a ieal| ea) 11 

: COS 2 SAN So SGNas Loa et 2A OA a2 too koe) Woo eaoalter 

pl 215) 1s) 1b) 13] 22) 23/2213) 2) 2) 2128s ag 

No: of arms. «| 7| 4/616 | 61-6 | 4°) 4°) 4.16) 4 44) 4-4 
Face.......| 6 | 43) 53) 6 | 73) 6 | 4 | 4 | 33) 3 | 42) 34] 32] 32] 52154 
JRALE SIM LG 5 oo shse % 1200)215}242}200) 190!210/220'200)190'}200)190)180)170)190)180 


Example. A student who has column (1) draws an 8” pinion, 12” 
gear (B), 32” gear (C). Diam. Pitch =2. Gear (C) has 4 arms. Width 
of face of all gears equals 43 inches. R.P.M. of pinion to be 200. 


Gear Train Design 


Prob. 1. In Fig. 159 of the text is shown a train of hoisting mechanism. 
The table below gives the dimensions of the pulleys and gears, the R.P.M. 
of (@) and the weight of (W) in pounds. It is required to determine the 
circular and diametral pitches necessary to use in these gears when they 
are made of cast iron. The efficiency of the gears is taken as 95%. 
Determine the number of teeth in each gear, its outside diam. and width 


of face. The width of face is to be assumed as given below the following 
table. 
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TABLE FoR SpuR GEAR TRAIN CALCULATIONS 


| | | | 
2am een OmmOne dS.) 9-110) Li) 12) t3aes 


G, Diameter... .| 40] 39 40} 39} 40] 38) 38] 38) 39) 37| 36) 35] 34] 32] 30 
F, wy ....{ 20} 20} 19} 19} 18) 20) 19) 18) 18} 20] 18] 17] 16] 15! 17 
A, me Be oo ee er om ptonisalll'casies 
1B: Se ee lone: sla euitor alli-casies 
GC: “ See eee eee Meeioemponralllcasies 
D, 4 wse+lses|s--loe6 1487) for all) casies 
R.P.M. of G. .. .}/100)110}115}120]125}130)150]160) 170}180/190/200/210!220|200 
Pounds lifted. . . |}470/600)700)560|650/490)500|520|540)620|700/800/900'700/800 


The width of face of gears to be (3 times P) for those men who have 
a small (a) after the number of column given them. 


Those with small (6) use face width =23P 


66 66 (c) 66 66 =2P 

es 66 (d) 66 66 =31P 
BG G (e) 6c 66 =21P 
66 4G (f) 66 6c =23P 


Prob. 2. Calculate the proper diametral pitch to use on two gears 
(A) and (B) of the above table if (A) makes the R.P.M. given for (C) 
and the load on the teeth is twice the number of lbs. given in the last 
line. Use the Lewis formula and width of face as proportioned by 
one of the small letters a—b-c above. Work from the smaller gear 
always. 

Prob. 3. What should be the pitch and width of face of a steel pinion 
4” pitch diam. 15° involute system making 750 R.P.M. and transmitting 
10 H.P. The workmanship is high grade. The width of face is to be 
proportioned according to Art. 181. 

Prob. 4. A 16 tooth pinion of 14” pitch and 32” face drives a 75 
tooth wheel at a speed of 200 ft. per min. The tooth is 15° involute. 

(a) Find their working strength if both gears are cast iron. 

(b) Find the strength if pinion is made of steel and wheel of C. I. 

(c) Find the horse-power of both combinations. 

Prob. 5. <A pair of 20° involute gears transmit 8 horse-power. The 
distance between centers is 12” and velocity ratio is 3 to 5. If pinion 
shaft makes 200 R.P.M. and face width is 1?” find the pitch and number 
of teeth on the gears. , 

Prob. 6. A C.I. gear makes 120 R.P.M. and transmits 20 horse- 
power. The pitch diam. =30’. What will be (a) its diametral pitch 
and (b) its number of teeth? 
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Prob. 7. A C. I. gear 44” diam. is to transmit 21 H.P. at 50 R.P.M. 
If the diametral pitch is 2.5 find the least width of face. 

Prob. 8. What gears will be required to lift a load of 2400 lbs. at 
a uniform rate of speed employing a 10 horse-power motor, running at 
1120 R.P.M. driving with a rawhide pinion 4” pitch diameter. (Safe 
static stress =5000). Hoisting drum diameter = 10”. 

Prob. 9. A load of 2400 lbs. is to be raised at a uniform speed of 115 
ft. per min. What size motor and gears will be required? 


Test No. 8. Arts. 116-186. 
34 Hours allowed. 


1. An engine with 12” bore, 14” stroke, carries steam at 100 lbs. 
pressure. The connecting rod is 40’’ long. Calculate the 
following dimensions: 

(a) Diam. of piston rod (outside). (f;=4500). 10 threads per in. 

(b) Area of crosshead bearing surface in inches (press. per inch 
allowed =30 lbs.). 

(c) Diam. and length of crosshead pin (bearing pressure =1200 
Ibs. per inch). Pin to have a length =13 <diam. 

(d) Diam. and length of crank pin (bearing pressure =1000 lbs. 
per inch). Length of pin =1.5 Xdiam. 

(e) Calculate diam. of crank shaft when f; =9000; 


D'fs 


FR= 7° 


Ihe 


(f) If the crank has the dimensions of (Fig. A) find the value 
of (f) when 


_3(B+V BT? 
i Wt : 


2. Two pulleys are 34” and 20” diam. and their centers are 36’-0” 
apart. What H.P. will be transmitted if the larger pulley makes 
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110 R.P.M. and the initial tension is 460 lbs. .=.3. How wide 
a belt will you use? 


t er eit 


Log 7, =0.007578u.8 6 =180°—2¢. sin 6 = —-—. T,+T; =2T%. 


2 YB 


3. A hoist is composed of two C.I. gears. and drum placed as shown in 
the accompanying sketch (Fig. B). The maximum load to be 


hoisted is 5000 Ibs. at 200 ft. per min. The max. R.P.M. of motor 
pinion to be 400. Find the diametral pitch of the gear teeth, the 
diam. of pinion and number of teeth in each gear, also the H.P. of 
motor. 


CHAPTER XVI 
BEVEL GEARS 


187. In the preceding chapter, gears have been considered 
whose axes of rotation were parallel. The teeth were constructed 
on cylinders and the line of contact was parallel to the axes of 
rotation. 

The pitch had a constant value for the entire length of the tooth. 
If the axes of two shafts which carry a pair of gears are inter- 
secting instead of parallel, the pitch surfaces of the gears change 
from cylinders to cones. These pitch cones have a common 
vertex at the point of intersection of the shafts. The teeth formed 
on these cones must then be changed from those found on spur 
gears and will be found to change in width as the vertex of the 
cone is approached. The shape of the teeth will be clearly seen 
by reference to Fig. 161. The portion of the slant side of the 
pitch cone used for teeth is not more than 3 and is measured from 
the base of the pitch cone towards its vertex. 

The shafts (A) and (B) in Fig. 160 meet at (O) and the bevel 
gears connecting them are represented by (Ff) and (F1). (C) and 
(C1) are the respective pitch cones whose vertices lie at (OQ). 

The large ends of the teeth lie on the surface of the sphere 
shown by the dotted circle, but it is difficult in practice to lay 
them out as spherical. A method which gives a sufficiently close 
approximation substitutes for the sphere the surface of two 
cones, called normal cones, whose sides are perpendicular to 
the sides of the pitch cones. Their vertices are at (O1) and (Q2) 
but their bases are coincident with those of the pitch cones. 
This method is called Tredgold’s Approximate Method. By 
developing the surface of a normal cone we show the ends of the 
bevel teeth lying in it so that they look like spur gear teeth on 
a cylinder whose radius is the same as the slant height of the normal 
cone. (1) and (Rz) in Fig. 160 show the radii of the developed 

244 : 
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normal cones containing the big ends of the teeth on gears (F) 
and (F ae 

In this position the teeth are constructed precisely as though 
they were spur gear teeth on a wheel of radius (Ri) or (Re). 
The circular pitch is the same as that lying in a circle whose 
diameter (D) is that of the base of the pitch cone. The diametral 
pitch is the same also but the number of teeth governing the selection 
of a cutter is obtained from the circle whose diameter is (2R2). 
So also if the cycloidal system of teeth is used and Grant’s Odont- 
ograph Table employed to draw the tooth outline, the number 
_ of teeth in the circle (2R2) must be used in that table, 


Worm, cone 


= x 

tie 

ve UNG gaara 
(7 


Pitch Cores 


i 
S| 
\ 
\ 


= 


188. Shafts intersect at so many angles that a great variety 
of combinations of pinion and gear occurs in practice. The velocity 
ratio may vary with each angle of shaft intersection so that a 


| | proper knowledge of how to lay out bevel gears must comprise 


a great variety of cases. They are fortunately so much alike 
that a knowledge of the general method involved in laying out 
one will be sufficient for the others. 

The velocity ratio and angle between the shafts are usually 
given so that the first determination will be the pitch cone angle 
(6). In Fig. 161 (Fig. 1) isa diagram for finding (8) when the 
angle (x) between two shafts (A) and (B) is known as well 
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as the velocity ratio (x) and (y) between the twoshafts. That is 
(A) makes (y) R.P.M. and (B) makes (x) R.P.M. 

If a parallelogram is formed as shown, the diagonal will be 
the common element of the pitch cones which will roll in contact 
at the required velocity ratio. This diagram might better be 
laid off on the lines of the two shafts themselves at the point 
where the gears are to be drawn to save the trouble of trans- 
ferring 6 from Fig. 1 to Fig. 3 (see Fig. 161). 

In Fig. 162 are shown a number of styles of gear pairs as they 
often occur with various angles («) and various velocity ratios. 


y 
2 
fe jeueae 
INS dy SSS 
1 CE aa oA Dy As Yi we N 
axl CY Ge Cpa vss 
@ Ala 73 oes Sure 
Obtuse | 4 (C) “e924? 
Angle ¢ Right Angle 
X 
ANS 
aaa pec 
(D) ©) Z:Y ge 
Acute Crown Gear 
Angle and Pinion 


Fig. 162. 


Fig. 161 represents the type of intersecting shafts shown at (B) 
Fig. 162. 

189. After finding (8) for the pitch cone the diameter of one 
gear may be assumed and laid off perpendicularly to its own shaft 
axis at a point which will permit the diameter to form the base 
line of its pitch cone. From the end of this pitch diameter lying 
on the common element of the two gears a perpendicular can be 
dropped to the axis of the other gear which will give the pitch 
radius of that gear. The normal cones of each gear can then be 
drawn and their vertices determined. From these vertices as 
centers, circles are drawn with the slant heights of the normal 
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cones as radii (See Fig. 160). On these circles as pitch circles 
teeth are laid out in the same manner as for spur gears. By 
swinging these teeth back to their respective normal cones the 
depth of teeth at the big end is shown and lines are drawn to the 
vertices of the pitch cones. The length of face of the teeth 
is laid off on the pitch cone, thus fixing the depth of tooth at the 
small end. If it is desired to show the teeth in end view (Fig. 
4 of Fig. 161) the circles passing through the tops, bottoms and 
pitch points can be drawn for both big and little ends. On the 
circles for the big end lay off first distances on the pitch circle 
equal to half the circular pitch, then on addendum and dedendum 
circles respectively the width of the teeth at top (a) and bottom (6), 
working each side of the center lines of the teeth. From these 
points lines are drawn towards the center of the shaft stopping 
at their intersection with the corresponding addendum, dedendum 
and pitch circles of the little end. Curves are then put in through 
the points thus laid out, to give the outlines of the ends of the 
teeth. The lower half (outside view) of Fig. 3 is then determined 
by projecting the points of Fig. 4 back to Fig. 3. The lines 
representing the top edges as well as the bottoms of the teeth 
are conical elements and pass through the point of intersection of 
the shafts. 

190. The thickness of rim is the same as for spur gears and is 
taken at the big end of the teeth. The inside surface of the rim 
is a conical surface with vertex at the pitch cone vertex. If a 
web is used to connect rim and hub, its thickness may be taken 


as . 3. If arms are used they are made like those shown for 
spur gears of the 1 cross section. (See Fig. 152, B.) The 
dimension (B) is taken in the plane of rotation of the wheel. The 
feathers of these arms are placed on the side of the arm towards 
the big end of the gear and support that part of the rim between 
the arm and end of tooth. The hub and shaft diameters are 
obtained from the proportions of the gear by the same method 
used for spur gears. The load (F) acting at the rim to produce 
bending of the arms at the circumference of the hub is obtained 
from the ‘“ Lewis ” formula modified as follows: 

For the circular pitch use the circular pitch of the teeth at the 
center of their length, that is, a mean circular pitch. For the tooth 
factor (y) use the number of teeth in the circle which has the slant 
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height of the normal cone as a radius. In finding a value for 
(S) use the velocity of the pitch point half way between big and 
little ends. 


The width of face of a bevel gear according to Brown and Sharpe 
should not exceed 5P or a where P=circular pitch, p = diametral 


pitch. Neither should the width of face exceed 3 the pitch cone 
slant height. Having found (Ff) the load on the teeth (Art. 193) 
and its lever arm, which is 


Di+Ds 
+ 


where (D,= pitch diam. at large end, D; = pitch diam. at small end, 
the bending moment on an arm becomes 


F(DAD: 
n 4 : 


where (n=number of arms=.55\/PXNo. of teeth). The re- 
Sith? 

6 
rib). (S;=allowable unit stress in the material of the arm.) 
Since the expression for bending moment equals the moment of 
resistance, we have 


sisting moment of an arm of 1 section= (neglecting the 


F a) as 
n 4 eG 


from which B can be obtained. 
The diameter of shaft and hub are calculated like those on a 


spur gear. The length of hub may be from 1 to 1; the width of 
face. The hub on the side of the gear towards the small end 
should not project far enough to interfere with cutting the tooth. 
If the pitch cone angle is so great that the feather would be narrow 
at the rim it may be made as shown in Fig. 163. 

191. It is customary to draw bevel gears in section and to give 
on the drawing the dimensions for turning the blank. The 
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directions for cutting the teeth are given in tabular form on the 
drawing as follows: 


Data for Cutting Teeth. Gear. Pinion. 


Numbériof tecthemeeemenr so: 60 15 


Cuthngsanglemeaperripe es — = 


Nes of cutters ie. 


Diandetra lot c hire te ene ee 3 


Shaperotieethimremer se a 15° involute . 
NddendUInine sae ees oe 0.333 
0.719 

Tooth thickness../....5:..° 0.524 
Addendum at small ands a Oe ee 0.204 

Tooth thickness small end... . 0.320 | 


The dimensions required on the drawing for the pattern maker 
and machinist are given in Fig. 163. The pattern for the gear 
“blank” must be made before the machinist can receive the 
casting of the wheel on which he is to form teeth, therefore many 
dimensions are used which are of no value to the machinist. 

192. There are a number of angles needed on a bevel gear 
drawing which can be calculated from the principal dimensions 
more accurately than they can be measured with a protractor. 
Bevel gear angles and dimensions are named as follows ee Fig. 
164): 


§=center angle; 

F =face angle= 0+ J; 

C=cutting angle=0—K; 

J =angle increment; 

K=angle decrement; 

V =diameter increment; 

Y =backing; 
D,=pitch diameter large end; 
D,=pitch diameter at small ane 
D,= outside diam. = D;,+2V (at large end); 
P=circular pitch; 

p =diametral pitch; 

a=apex distance; 


252 ELEMENTARY MACHINE DRAWING AND DESIGN 


H =distance from pitch line to apex; 

H,=distance from point of tooth to axis of mating gear; 
R=face measured parallel with axis; 

M =depth of rim at front end; 
b=face; 


S=addendum = a 


n=number of teeth; 


VV 


SG 


kgs 


ti 


ZL TG, 
Wha 


Dimensions for Bevel Gear 


Fic. 164. 


For MITRE GEARS 


§=45°; 
tan. ae. Bele 
n 
(aio, I E090. 
n 
V=0.7078; 
Y =0.7078S; 
a=D,X0.707; 
R=bcosF; — 


D,=D;—2(00.7071). 


When the axes are not at right angles there are four other com- 
binations, viz.: (1) angle axes less than 90°, (2) axes greater than 
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90°, (3) crown bevel gears, and (4) internal bevel gears. The 
center angles for these combinations are found as follows: 


a=angle between shaft axes; 
§=center angle of gear; 
$1 =center angle of pinion; 
N2=No. of teeth in gear; 
Ni=No. of teeth in pinion; 


Case (1) 
Tan j- eee 6:=a— 0. 
Nae 4 
Ne 
Case (2) 
a ee Ua 6:=a—0. 
1 
Ne O88 (180 —a) 
Case (3) 
§=90° 6;=a—90°. 
Case (4) 
sin « 
Tan 6= a Ae 0;=0—«. 
s Ne 


193. The strength of bevel gear teeth is based on the Lewis 
formula modified to suit the changing pitch found in them. The 
Lewis formula is 


F =S,Pby and modified by Barth to F=S,Pby aot vr 


In using this formula (P) is taken as the average pitch (Pa) 
of the tooth; that is at the middle point of the face. To determine 
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this we must first find the apex distance (a) which is obtained 
from 


= Eb 
> 2:sin 0 


The average pitch is then found from the following formula: 


The value of (V) is determined from the average pitch diameter 
when the R.P.M. of the gear are known. Da=NP,0.3183 
(N =No. of teeth), Va=0.2618D_ X (R.P.M.). 

The tooth factor (y) is determined by the number of teeth 
in the circle whose radius is the slant height of the normal cone 
(See Fig. 160) (Art. 187). This number will be greater than the 
actual number of teeth cut on the gear itself. The expression 


for the number of teeth (Ni) to use is, N ee where (N) = 


actual No. of teeth in gear. SS; is the static stress to be allowed 
in the teeth. This is 8000 lbs. for cast iron and 20,000 lbs. for 
steel. The modified Lewis formula for bevel gears will finally 
read as 


600 
PS RIP, by 600+ Va" 


The H.P. which a pair of bevel gears will transmit will depend 
, PV« : 
on the load (Ff) and the velocity (Va) or H.P.= 33000" (VG-i8 
the velocity in ft. per min.) The load (7) must be taken for the 
wheel having the weaker teeth, usually those of the pinion if it 
is made of the same material as the gear. 

If a drawing of a gear is at hand when making thé calculations 
for strength it is usually quite accurate enough to scale the dimen- 
sions (a), (Da) and slant height of normal cone, and use them 
in the calculations. V, can be easily calculated from (Dz) and the 
R.P.M. of the gear in question. 
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194. In ordering bevel gears the following information should 
always be given either for a new pair or to replace worn gears: 


GEAR PINION 

Number of teeth =N2| Number of teeth =N, 
Circular pitch = Pitch P 
Face =b | Face =D 
Bore of shaft Bore 
Pitch diameter =D, | Pitch diameter =); 
Outside diameter =D, | Outside diameter =); 
Backing =Y | Backing =Y 
Pt. of tooth to center of Pt. of tooth to center of 

pinion shaft =H;| _ gear shaft =H, 
Length of hub =, | Length of hub =) 
Diam. of hub Diam. of hub 
Key seat Key seat 
Material Material 


Shaft angles assumed at 90° 


unless otherwise stated. State 


whether keyway is straight or tapered, and if tapered, from which 


side it drives. 
teeth if replacing old gears. 


It is advisable to send a paper impression of the 


The following books treat the subject of bevel gears more 


in detail: 


Elements of Machine Design, by W.C. Unwin. 
American Machinist Gear Book, by Charles H. Logue. 
Machinery Reference Book No. 37, by Ralph E. Flanders. 
I. C. S. Pamphlets. 


The Constructeur, by Reuleaux. 


INSTRUCTIONS 
Bevel Gears 


Two exercises of 2 hrs. each. Paper No. 3. Make a drawing of a 
bevel gear and pinion both in section in view containing the shaft axes. 
Draw an outline of half the teeth in the pinion by the Tredgold method, 
and show two views of half the pinion teeth as represented in Figs. 3 
and 4 of Fig. 161. Use 15° involute system. The drawing of the gear 
and pinion is to be like Fig. 163 with the Table added as given in Art. 
191. The angles are to be given to degrees and minutes and dimen- 


® 
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sions to hundredths, except in cases where they can be given in sixteenths, 
eighths, quarters, etc. 

Teeth dimensions, pitch diameters, backing, outside diameter of 
blank, addendum, are some of the dimensions to be given in decimals. 
Calculate the diameter of shaft for each gear (same as for spur gears) 


D d 
using (22) and force (F) and wrought iron as material. 


Draw the large gear with arms of 1 section if the pitch diam. is 18’ 
or more. If the pinion has 15 teeth or less make it of steel. All the 
gears will be of cast iron except as above noted. The pitch diameter 


given is for the larger of the two gears. Average time required is 6.2 
hours. 


TABLE TO BE USED For Data Requirep IN DrawiING THE BEVEL GEARS 


PR ete Ce ee oe sits |] TS) | AMD Ih allo I ae 


a shaft angle®..| 90 | 85 | 80 | 75 | 70 | 65 | 60 | 70 | 75 | 80 | 85 | 90 


rer ace 1.5}1.5 |1.71)2.07}1.66/1.94) 2.2 2.36) 2 |1.92/2.25 


Ratio. .... Ge) Al ih if ‘E il it iL 1 1 1 a 1 
D (Pitch 
Gh NG gone) La wee aes aK ae PAE ine alas it aS) 


p (diametral 
DLLCh)) eee PES ORS (ORE |) 93 tO lab 


iH 
LS) 
alco 
w 
w 
bo 
tole 
i) 
Calla 


2 
b (Width face)..| 22 | 22 | 3 | 33 |.32| 3 | 22 | 23 | 23 | 23 | 33 | 3 


R.P.M. pinion .| 145 | 150 | 160 | 170 | 200 | 170 | 200 | 220 | 240 | 210 | 220 | 240 


TSS ef TE hase Gy we TEC ait | TI) |) ORM eit |) Bey | DsS I Que 
a shaft angle...| 85 | 80 | 75 | 70 | 65 | 60 | 70 | 80 | 90 | 110] 120] 100 
Veloc. ....} (y)|1.94)1.66] 3 3 | 4 (3.338) 2 5 4 2 oF oO 
IREWO so noc (a 1 1 1 1 1 1 1 1 1 1 it 
D (Pitch 
Glas) ees 12 | 10 | 24 | 24 | 24 | 20 | 26 | 25 | 24 | 26 | 20 | 25 
p (Diametral 
iON oo oes oe 22 | 24 | 22) 2 2, 2 2 2 Qe 2 2 2 
b (Width face)..) 23 | 3 | 33 | 4 | 4 | 3; | 44 | 4% | 83 | 42 | 33) 42 
R.P.M. pinion .| 210 | 200 | 310 | 820 | 400 | 350 | 310 | 250 | 260 | 250 | 350 | 250 
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When a (’) mark is placed after the number of column given on the 
bulletin board assignments, it means take the angle alpha in the column 
under the number, but take all the other data from the next column to 
the right. 

Prob. 1. Calculate the H.P. transmitted by the gears you are draw- 
ing when the pinion makes the number of R.P.M. given in the column 
you are using. First find the value of (7) in the Lewis formula 
applied to bevel gears. Velocity calculated at center of face and Pa 
taken at the same point. 

Prob. 2. Given the angle between two shafts, the velocity ratio 
between them, R.P.M. of one of them and pressure on the teeth to deter- 
mine the proper pitch to use and the diameters of the gears for both shafts. 

Use angle a, velocity ratio and R.P.M. given in the above table. 
For pressure (/’) in lbs. use twice the number given for R.P.M. 

Prob. 3. A pair of C.I. bevel gears axes at 90° are to transmit 65 H.P. 
The ratio of their diameters is 5 to 6. The smaller gear makes 190 R.P.M. 
Width of face limited to 53”. Its pitch diameter is 30”. Calculate 
the pitch and No. of teeth in each gear. 

Prob. 4. Find the working strength of a pair of C. I. mitre gears 
making 200 R.P.M. Each gear has 55 teeth, 2’ pitch, 6” face and 15° 
involute system. 

Prob. 5. The angle between shafts of two bevel gears is 60° and 
the diameters of the gears are 30” and 36’. Calculate the center angle 
of the smaller gear. 

Prob. 6. Angle between shafts =90°, p=3, No. of teeth in pinion 
=15, in gear 60, width of face=4”. Make the necessary calculations 
for dimensions of pinion and gear. 

Prob. 7. What power can be transmitted by a pair of mitre gears 
having the following dimensions? 30 teeth—2 inch pitch—5 inch face— 
19.107” pitch diameter, at 50 R.P.M. Made of cast iron. 


CHAPTER XVII 
WORM GEARING 


195. Worm gearing is a modification of screw gearing in which 
the shafts are at right angles, axes non-intersecting. The velocity 
ratio of screw gearing is independent of the radii of the pitch 
surfaces, the great advantage of screw gearing being that a high 
velocity ratio can be obtained with comparatively small wheels. 
The disadvantage is that friction and wear are greater than with 
toothed gearing. The efficiency of a worm and worm wheel 
depends on the coefficient of friction between the rubbing surfaces 
on the thread angle and the velocity of the rubbing surfaces. 
An efficiency of 98% has been obtained under ideal conditions, 
but ordinary conditions of use will reduce this to from 60% to 
80%. 

196. The worm consists of a threaded cylinder several inches 
long having a thread with a profile of the Acme form. The linear 
pitch of the thread is the axial distance from a point on a tooth 
to the corresponding point on the next one. The lead is the 
distance a point on a thread advances axially in one revolution 
of the worm. A single-threaded worm will have its pitch and 
lead equal, while a triple-threaded worm will have a lead three 
times the pitch. To find the lead of a worm multiply the linear 
pitch by the number of threads. 

197. The velocity ratio of worm and worm wheel is the same 
as the number of teeth in the wheel if the worm is single-threaded. 
If the worm is double or triple-threaded the velocity ratio is 
respectively 4 and 4 the number of teeth in the wheel. The 
teeth of the worm wheel when shown in section as in Fig. 165 
are like the teeth of a spur gear, involute system, line of action 
147°. The worm teeth, when cut by a section plane containing 
the axis, are like the teeth of a rack. Circular pitch is used for 
worm gearing because it is more convenient to cut the worm 
teeth to this dimension, The strength of the wheel teeth deter- 
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mines the value of the pitch to use. The number of threads in 
the worm does not affect the circular pitch of the wheel. 

198. The length of the worm varies from 3P to 6P although, 
as only two teeth are in contact at one time, 3P is enough. To 
find the minimum length of worm advisable for complete action 
with wheel, subtract four times the addendum of the worm thread 
from the throat diameter of the wheel, square the remainder and 
subtract the result from the square of the throat diameter of the 
wheel. The square root of the result is the minimum length of 
worm advisable. The pitch diameter of the worm varies from 2P to 
6P but is generally as small as possible, except when the angle of the 
worm thread approaches 45°, when the conditions can be reversed. 

The addendum may be taken as 0.3183P and the whole depth 
of tooth as 0.6866P. The helix angle of the worm determines 
the efficiency to a large extent. Angles below 9° have proved 
to be unsuccessful while all above 12° 30’ have proved successful 
according to Mr. Wilfred Lewis, Mr. Christie and other engineers. 
This angle is the angle between the helix and a perpendicular 
to the axis of the worm. According to recent experiments a 
maximum efficiency is obtained with an angle of 45°, but the 
efficiency changes very little if this angle is decreased to 30° or 
increased to 60°. Prof. Unwin gives for the efficiency (e) of a 
worm and wheel 
_ lw cote 


oT T+u tan « 


Prof. Barr gives the efficiency (e) (neglecting the friction due to 
end thrust) as 
o— tan a(1—w tan «) 
tan a+u 


) 


which is a maximum when tan @=*/1+y2—u. w=coeff. of fric- 
tion. Substituting »=.05 in above gives the angle «=43° 34’. 
If the friction of the worm step is considered 


tan a(1—y. tan a) 
es 
tan a+2p 


which is a maximum, when tan «=+/2+4y2—2y. If (u) =0.05, 
a=52° 49’, the angle for max. efficiency. A change in the value 
of (w) in the preceding formule will change the value of the effi- 
ciency, reducing it considerably when the angle (a) is small. 
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The lower the efficiency the greater the wear. The angle may 
be increased in two ways, increasing the pitch with a constant 
diameter or reducing the diameter with a constant pitch. To 
find the helix angle («) of the worm, multiply the pitch diameter 
of the worm by (x) and divide the lead by this product. The 
quotient is the tangent of the thread angle (a). 

199. The speed of the rubbing surfaces of worm and wheel 
when the gear is worked up to the limit of its strength should not 
greater than 200 to 300 ft. per min. according to Mr. Lewis. 
If this limit is exceeded abrasion occurs. Higher velocities can 
be used if the load is decreased. Before the limit is reached 
there is a pressure at which the friction suddenly increases, due to 
the squeezing out of the lubricant and consequent rise in tem- 
perature. The sliding velocity in ft. per min. at the pitch line is 


expressed by 
xdn 


erage 


=0.262dn, 
where d =pitch diam. of worm in inches and n=R.P.M. of 
worm. ‘This is true only for small values of («) and should be 
multiplied by the secant («) for thread angles of 20° or more. 

In order to make a worm and gear self locking the tangent 
of the angle (~) must be less than the coefficient of friction (), 
that is 


Tan pee Ue ( 


d=pitch diam. of worm 
nd : 


P=lead 


If » is assumed to have an average value of 0.05 then the limiting 
value of (P) will be P=0.05zd=0.157d at which the system 
will be interlocking at 300 ft. per min. velocity. 

200. The resistance to turning the worm is due to the force at 
the pitch line of the worm wheel called (Ff), the coefficient of 
friction (y) and the tan of « If we call this resistance (W) 
we have W=F tan (a+) where ® is the angle whose tan is 
the coeff. of friction. 

The reaction between the rubbing surfaces is the tooth pres- 
sure expressed as 

PRE seed 
sin (a+) cos (a +)" 


The end thrust on the worm is the pressure on the rubbing 
surfaces multiplied by the cos (a). 
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The side thrust on the worm=F sin a. The load (W) can 
be used to determine the diameter of the worm shaft, for 
WV ; 
33000 ~-P- transmitted. V=velocity of worm pitch line in ft. 


per min. or d;=k Se N=R.P.M. of worm. k=constant= 


3.3 for wrought iron at 9000 lbs. per sq. in. stress, and k=2.87 
for steel at 13,500 lbs. stress. If the load (W) is taken as acting at 


yt 


a from the axis of the shaft, cane 
is equaled by the resisting moment to torsion of a circular shaft 


is the twisting moment which 


of diameter dj, or ule =0.196d;?f, where (f) =max. stress allowed 


2 
in the shaft material=9000 for W. I., 13,500 for steel. This 
equation reduces to di:=k1 @ ues ky =.083 for W. I., k1=.072 


for steel, d=pitch diameter of worm. 

201. The worm wheel is much like a spur gear wheel excepting 
the teeth and rim. The rim is curved to follow the circumference 
of the worm and the teeth are usually made as shown in Fig. 3 
of Fig. 165. The angle (6) may vary from 30° to 45°, but 30° 
is commonly used. The worm wheel may have thirty or more 
teeth, less than 30 being considered undesirable. If the velocity 
ratio is less than thirty the worm must have more than one thread. 


The throat radius of a worm gear is the same as the outside diam- 
eter of a spur gear of the same number of teeth and pitch, 


(N-+2)P.0318 
or = iran: 


widest part when §=30°, is, b 


The width of rim of the worm gear at the 


oT , where do =outside 
diam. of worm. ’ 

The rim and hub may be joined by a solid web, a web with 
holes in it to lighten the wheel or by arms of elliptical section. 
In the last case their cross section may be determined as for a 
spur gear having the same pitch and diameter except the width 
of face used in the Lewis formula must be the width of teeth 
at the root. This will be found to be 


Qn ($p+.05 P1) sec a 
6 
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(when §=30°), do=outside diam. of worm, P,=pitch of worm 
wheel perpendicular to rubbing surface, equal to P cos «. Fy 
must be used in place of F in the Lewis formula and P in place 
of P. The shaft diameter of the wheel is calculated as for a 
spur gear. The length of hub and its diameter may be taken 
according to the proportions given for spur gears. 

202. The teeth of worm wheels are generally cut by means of 
a cutter called a hob, which is a duplicate of the worm made 
of steel with flutes cut in it parallel to its axis. The hob is 
mounted in a frame with the worm wheel occupying the same 
position relatively to it which the worm will occupy but with 
centers farther apart. The hob and wheel are then rotated with 
the same velocity ratio for which the worm and wheel were designed 
and the hob is fed against the wheel. The teeth are first partially 
formed by a milling cutter previous to cutting with the hob so 
the final cutting is really a finishing cut. There are certain fine 
points regarding worm wheel tooth cutting which are out of place 
in a work of this kind, such as relieving of hobs, number of 
flutes, length of hob, ete. Books on gear cutting treat of these 
points in detail and should be read by the designer and student 
of worm gearing. 

203. It is customary to make the worm of different material 
from the wheel as the wear on the former is greater. Worms 
are made of hardened steel while the worm wheels are made of 
cast iron, bronze and steel. Sometimes the rim is made of bronze 
and fastened to a C. I. central portion to lessen expense. Worm 
bearings must be arranged to take end as well as side thrust with 
provision for copious lubrication if efficiency is desired. Ball 
bearing thrust and annular bearings require less attention than 
plain bearings besides reducing the coeff. of friction. Such bear- 
ings should be used whenever possible, especially in cases where 
the worm wheel sometimes drives the worm, as in automobile 
rear axles. 

204. In ordering a worm and worm wheel it is always necessary 
to give the following data for worm: Distance c. to c. of shafts— 
Length of worm—Length of thread—Outside diam. of worm— 
Pitch of thread—Pitch diam. of worm—Diam. of worm shaft— 
Key seat of worm shaft—Lead of worm—Right or left hand— 
Hub projection of worm—Material of worm. For Gear: Pitch 
diam. of gear—No. of teeth—Pitch—Width of rim—Length 
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through hub—Hub protection—Bore of hub—Key seat of shaft— 


Hub diam.—Material of wheel. ioe 
205. Fig. 166 shows the drawing for a worm, indicating the 
various dimensions as referred to in the preceding articles. Fig. 
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Fia. 166. 


167 is a worm gear with similar dimensions on it. It is not 
necessary on worm and gear drawings to show more than a section 
of the teeth by a plane through the worm axis. If it is desired 
to represent the teeth of the wheel as they appear behind this 
section, it may be done approximately by the method shown 
in Fig. 168. (D) is the center of the end view of the worm, Db 
is the pitch radius of the worm and R, Re R3 are the radii of the 
addendum, pitch and dedendum circles of the part of the tooth 
lying behind the section and on the line DCi;._ Radial lines are 
drawn through the three points 1-2-3 until they intersect the 
circles drawn with Ri Re R3 respectively as radii. From these 
points of intersection (7) is laid off as shown, locating three 
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points on the outline of the rear part of the tooth. A radius is 
then found by trial which will draw an arc through thése three 
p—lead of worm 


oints. 
P 1, 


, when 0=30°. 


Outside Diam.(to sharp corners) 
Diameter (trimmed) 


Throat Diam. 
Pitch Diarn. 


(anal Center Distanc 


Worm Wheel 
No. of Teeth _____ Circ: Pitch_..<. 
Angle of Cut_____- Material _____- 


Worm- Double Right Hand 
Outside Diam._____ 


Fia. 167, 


Fic. 168.—3 Worm Wheel Tooth. 


The curves on the end of the worm shown in Fig 165 are the 
intersections of the helicoids forming the thread surfaces with 
the plane of the end of the worm. 
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INSTRUCTIONS 
Worm Gearing 


To be drawn on No. 3 paper in two class exercises of 2 hours each. 
The views to be drawn will be the same as shown in Fig. 165 (Figs. 2 
and 3), omitting Fig. 1. The dimensions and data in the form of notes 
must include all that which is found in Figs. 166 and 167, as well as the 
data used in calculating the various dimensions, viz., speed of rubbing 
surfaces, load on teeth, coeff. of friction, end thrust on worm, calculated 
efficiency, R.P.M. of worm, velocity ratio, helix angle of worm, H.P. 
transmitted at R.P.M. of worm. Av. time reqd. for this plate is 6.2 
hours. 

The involute system, 144° worm tooth profile is to be used. The 
velocity of rubbing surface of worm to be 250 ft. per min. 


TABLE FoR WorM AND WorM WHEEL PLATE 


No. Le ZO Or ON ai mSal Ol leLOo Sane eS aii eae cal ehG 


CCriespemOle fi | TL if ab fp ay ates ialiee pales | at || be yale ite | diss a Pe 


1 
Rerl. Handipl pee tae) Ls RL BLA eoone eee 
2 


Lcd eee 17 2 lee) S12 Pit | O41 a2 tte 


No. Teeth. ..| 62 | 49 | 50 | 51 | 62 | 48 | 44 | 48 | 52 | 38 | 38 | 40 | 41 | 45 | 35 | 50 


No. 17 | 18 | 19 | 20 | 21 | 22 | 23 | 24) 25) 26) 27 | 28) 29) 30) 81 | 32 


Cire. pitch./1”| | 2 25/15] 15 |1217211.211.187/ .9| 811.5] 1] 1 


ola 


RorL.H’d| R|R|R\|R| RR RR TiN de. MERI ee De | by 


R 
% lOps| 44 4.752. 7,2.4] 3 | 3138 


No. Teeth.| 40 | 50 | 60 | 72 | 56 | 60 | 70 | 48 | 42 | 40] 382 | 40/50] 50} 30) 33 


Prob. 1. Design a worm and gear to have a velocity ratio of 3 to 
1 with a linear pitch of .75’’ (about). Center distance between shafts =5’’. 
What is the efficiency? 

Prob. 2. A double threaded steel worm drives a phosphor bronze 
worm wheel with a velocity ratio of 25 to 1. Center distance of shafts 
=13.5’". If the worm makes 350 R.P.M. find the circular pitch of the 
worm wheel, the pitch diameters, and the helix angle (not to be less than 
15°). Also determine the max. tangential pressure allowable on the worm 
wheel, the H.P. transmitted and the efficiency of the worm and wheel 
when py, =0.05. 
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Test No. 9. Pulleys, Belting and Gearing 


Arts. 149-205. (2 hours allowed.) 


1.* A hoisting train is shown in Fig. A. The motor is 15 H.P. at 
775 R.P.M. The weight is to be 
raised at a velocity of 500 ft. per 
min. The gears are C.I., the 
teeth to run at 800 ft. per min. 
The velocity ratio of the gears is 
4to1. The width of face=5P. 
The pulley on the motor is 11” 
diam. The drum is 30” diam. 
Find the following (a): Width 
of belt, (6) Diam. of pulley at B, 
(c) Diam. of gears, (d) Wet. of 
load raised (efficiency 95%), (e) 
Diametral and circular pitches of 
gear teeth, width of face and Big. A. 
teeth in each gear. 

2.* A worm and wheel are used to drive the rear axle of a truck. If 
the resistance to slipping the rear wheels is 5200 lbs., and the dimensions 
are taken for rear wheel, worm wheel and worm, as shown in Fig. B, find 
the pitch to use on the worm wheel, the number of threads on worm, 
number of teeth in worm wheel, helix angle, and efficiency of the worm 
and wheel. The velocity ratio is 8:1. The worm wheel is phosphor 
bronze and the load on the wheel is taken by two teeth. The coeff. of 
friction may be taken as 0.02, . 


ANN 


ae 


Fia. 13), Fria. C. 


3. How much H.P. will the C. I. bevel gears shown in Fig. C transmit 
when the smaller one makes 250 R.P.M. Velocity ratio 3:1 p=2, 15° 
involute system. The pinion has a 13” diam. shaft of W. I. Is this 
shaft large enough to transmit the strength of the gear teeth? Prove 
your conclusion. 


* Take 1 or 2 and 3. Use books in this test. 


CHAPTER XVIII 
VALVES 


206. Vatves are placed in pipe lines in order to control the 
movement of gases or fluids through the pipes. They can be 
divided into two general classes, viz.: (A) Automatic, (B) Con- 
trolled. The (A) class may be further divided into (1) valves 
opened and closed by the machine of which they are parts, and (2) 
valves which are operated by the action of the fluid or gas itself. 
Class (B) comprises valves opened or closed by hand or by inde- 
pendent mechanisms. 

Steam valves of engines or pumps and poppet valves of gas 
engines belong to (A, 1). 

Water valves of pumps, valves in buckets, check valves and 
safety valves belong in (A, 2). Globe, angle, and gate valves, 
stop cocks, and pet cocks, belong to class (B). 

As it is not the purpose of this treatise to treat of automatic 
machines as a whole, class (A, 1) will be omitted and class (A, 2) 
examined. 

207. Check valves, as previously stated, belong to class (A, 2) 
and are used to stop the flow in pipes in one direction. 

They are used on pump delivery and suction pipes in either 
a horizontal or a vertical position. 

The moving part in these valves may be a ball, a swinging 
flap or a flat plate lifting and falling. 

The ends of the valve bodies are tapped to fit the pipes they 
connect or flanged to fit the flanges on the pipes. 

A check valve for horizontal pipes is shown in Fig. 169. 

It is called a “ swing check ”’ from the kind of motion of the 
clapper in opening and closing. 

The body is of bronze with tapped ends. 

There are three other openings in the body, the largest one 
for introducing the moving parts into the body. It is closed by a 
plug with hexagonal end. A second opening, at right angles to 
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the valve seat, enables the disc on the swinging part to be ground 
on the seat before assembling the valve. This opening is closed 
by a threaded plug which acts as a stop for the clapper. 

The third opening is at the side of the body and is designed to 
admit the pin on which the clapper swings. It is closed by a 
screw plug after the valve is assembled. 


(lla 
Pitan LN 


mes 7 
tie 
Yn Lg 


9 
Globe Swing Check Valve 
Fia. 169. 


The clapper consists of four parts—the rotating disc, the swing- 
ing part or hinge, the stud and the nut which fasten the disc to 
the hinge. The two last parts are loosely joined together so that 
the action of the fluid will cause the disc to rotate and thus prevent 
any particle from lodging on the seat. It also permits the disc 
to seat properly in case the hinge is out of true with the seat. 

208. A direct lift check valve which forms an angle in a pipe 
line is shown in Fig. 171. This was first designed by Prof. Charles 
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B. Richards and does away with air pockets, which are detri- 
mental to the efficient working of a check valve. The threaded 
ends of the body are like threaded pipe ends and have standard 
dimensions for perfect thread, imperfect thread, taper and out- 
side diameter. 

The lifting part of the valve is guided by three projections 
cast on the inside of the body and by the stem working in a hole 
in the screw cap. 


Direct Lift Check Valve 
Fie. 171. 


The stem is cut away on three sides to allow the fluid in the 
cavity of the cap to flow out when the valve opens. 

The theoretical lift of the valve must be enough to give an 
area of cylindrical surface between valve and seat equal to the 
area of the opening in the seat. 


2 
If D=diam. of seat opening, 2D =area of opening. 


If h= lift of valve hXxzD=area of cylindrical surface between 
valve and seat. 


2 
As hx =" 
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, we have h=7 = theoretical lift of valve. 


This check valve may be made with the lower end vertical, 
thus allowing it to be used as an elbow as well as a valve. 

209. Safety Valves belong in class (A, 2) as they are designed 
to be opened by the pressure of steam or gas within them when- 
ever that pressure exceeds the pressure for which they are set. 
There are two kinds of safety valve, one controlled by a spring, 
the other by a dead weight hung from a lever. One of the latter 


TABLE OF DIMENSIONS FOR GLOBE AND ANGLE VALVES 


(From 3” to 8’’ nominal size.) Flanged cast iron bodies for pressures up 


to 150 Ibs.per sq.in. 
valve. 


Dimen- 
: a B 
sion. 


A same as D 


CaF. 0:9 
D=given diam. 


0.5 


thickness of 


E diaphragm 
“~~ ) meas. in vert. 
plane 

F= 

G 0.7 0.5 
H 0.6 0.5 
if U2 c0 2 
1K 0.04 0.25 
oe 

Mu -\ oe .| 0:1 
P=2>stud diam.+ 

ps” 
Cer TOM te 75 


R=Stand. flange for 
C. I. pipes, Art. 
BY/ 


S=L or 14 Xstud 
diam. 


T =thickness of C. I. 
stand. pipe 
flange Art. 37 

W =2Q 


Required dimension =«D-+8. 


D=nominal size of 


boxes. 
j=a +29g+2t-+diam. 
of gland stud. 
m | 0.66 | 2.52 


Oa 0003. |.10515 

Dae +8” 

My = 20, +5" 

q | 0.14 | 0.6 
| 0.75 


eae a6 ep ffPson, | = | 8 
Cale. for 6000 
lbs. 0” q”’ 0.25 0.8 
q’” 10.26. | 0:9 
a at 150 Ibs. 0” q 
: in valve é Ey | 
=a-+ pitch of thread 
Gy SG at Babes OL Lures t=2—0.07 
b oe O23 u | 0.12 | 0.55 
i. . v= 
c=) 0.2H 
d 0.02 0.1 Pitch of thread on stem 
d,= ch is +’ for valves up to 
ee 29 10 in., and 3” above 
g = Sin Art. 96 stuff.|| that size. 
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TABLE FOR SAFETY VALVES 


Safety Valve dimensions not given below can be taken from the Table for 
globe valves. 


nae ie | B mae es is 

a 0.055 | 0.14 ae Ona 0.24 || Flange bolts ‘see 
a, = of (a) L 0.22 0.18 C. I. standard 
d =diam. bonnet stud m 0.09 0.08 flanges) Art. 37. 
+4" Bonnet studs 

A’ n=f—25” same as flange 

a 8 0 0.1 0.57 bolts in number 
if 0.25 0.625 D 0.65 1.3 and diam. Do 
hi 0.16 0.8 q 0.27 0.57 not place any 
g 0.17 0.35 r 0.09 0.2 flange bolts on 
h 0.28 0.32 s! 0.22 Oe the vertical 
t 0.5 0.5 u 0.6 1.0 diam. of flange. 
a 0.09 0.08 v 0.25 0.75 


is shown assembled in Fig. 172. It is designed to stand a maxi- 
mum pressure of 100 lbs. per sq.in. A shell of cast iron is provided 
with three openings for pipe connections through two of which 
(1) and (2) steam may pass freely from boiler to engine. The 
third opening (3) is provided for the escape of steam from the 
valve when the pressure within causes the valve to open. An 
opening is provided at the top of the shell through which the valve 
disc is introduced as well as the seat on which it rests. A bonnet 
closes this opening and is held in place by stud bolts and nuts. 
The stem passes through the bonnet and transmits pressure from 
the valve disc to a lever whose fulcrum is a pin at its left hand end. 
The upward pressure of the stem against this lever tends to move 
it in a vertical direction about the fulerum. To counteract this 
movement, a ball is hung on the lever to the right of the stem and 
at a distance from the fulcrum corresponding to the pressure 
to be balanced within the valve. The lever is supported and 
guided by a yoke which slips over the central part of the bonnet 
and is locked in any position by a locknut. 

The valve stem is fastened to the disc by a nut of special 
form made to fit loosely around the stem and screw into the dise. 
A flange on the stem enables the nut to draw the disc and stem 
tightly together. 

A cylindrical rod formed on the bottom of the disc passes 
through a guide supported by two arms cast with the seat. This 
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guide insures exact seating of the disc on the seat. The seat is 
screwed into place by fine threads, viz.: 14 to 8 per inch depend- 
ing on the size of valve; the finest on the smallest valve. The 
flanges of these valves are made of standard size to fit C. I. pipe 
flanges as given in Table 11 or in Chap. III. The drilling of these 
flanges for bolt holes is determined from the same table. The 
spacing is symmetrical with respect to a vertical diameter without 
placing any bolt hole on this diameter. Use the same number of 
bolts to hold the bonnet on. They may have the same diameter 
as the flange bolts but are studs with hex. nuts. The flange 
bolts will have sq. heads and hex. nuts. 

210. In order to obtain the proper area through the narrowest 
portion of the valve it is necessary to find the true shape of the 
section taken by a plane —yy-. The area of this section should 
not be less than the internal cross sectional area of the pipe con- 
nected to the valve. This latter area will be that of a circle 
whose diameter is (A). 

The construction of the outline of the section yy is shown in 
Fig. 173, being obtained as follows: Several planes are passed 
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perpendicular to the axis of the pipe (View C) to cut circles from 
the surface of revolution. The circles are then shown in 
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the end view (B) as (ét) whose radius (ot) equals (cd) the dis- 
tance from the axis to the point where the auxiliary plane cuts 
the surface of revolution (in View C). The point (as f) where 
these auxiliary planes cut the section plane yy is then projected 
to the same end view (B) to obtain the distance (a) from the ver- 
tical center plane of the valve (oe) to the inside of the shell. By 
revolving the plane yy about its intersection with the center 
plane until it lies in the plane of the paper, we obtain the true 
outline of the section cut by it from the valve. The revolution 
is shown at (A) where BB is the axis of symmetry of the section. 
Points to the right of BB on the curve (BC) are points on the inside 
of the shell behind the center plane of the valve. Distances 
(a) are found from the end view (B) and laid off perpendicular 
to BB on lines drawn from the various points (f) on yy. The 
curve DE is found by passing planes (xx), (171) in view (C) 
perpendicular to the vertical axis (FG) of the conical surface. 
These planes cut circles zz, 2121 from the surface shown in plan 
with radii (xz) (#121). The distances (c), (6), ete., are then found 
by dropping perpendiculars from (qg), (A), to meet the correspond- 
ing ares (zz), (2121). These distances are then laid off from BB 
in view (A) perpendicular to BB. 

211. The area of this section is then found by the trapezoidal 
rule as follows: In Fig. 174 divide the base (AC) into any number 


io] 
a 
uw 


NN; 


(23) 


Fia. 174. 


of equal parts, and number the ordinates erected at these points. 
Take 4 the sum of the lengths of the end ordinates—(1) and (9) 
in the figure—add the sum of the length of all the intermediate 
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ordinates to the half sum of the end ordinates and multiply the 
total by the space (e) between two adjacent ordinates. The 
result will be the area within the curves (BC), (DE) the base 
(EC) and the ordinate (BD). It is more accurate to first find 
the area bounded by the outer curve (BC), the base line (AC) 
and the ordinate AB and then subtract the shaded area ADE. 
The accuracy of the result is increased by increasing the number 
of ordinates. 

212. The weight of the ball is calculated by the principle of 
moments about the fulerum pin (O) as a center. P=the total 
pressure exerted upwards by the steam at 100 Ibs. per sq.in. 
on the valve disc. p=the weight of the moving parts which 
rise when the valve opens. P—p=the upward force acting at 
(A), Fig. 175. The weights acting downwards are the ball 


image’, 17/55. 


(W) and the lever (w) acting at its center of mass. These upward 
and downward forces are in equilibrium, that is, the algebraic 
sum of their moments equals zero. (P—p)i—wl—WL=0, from 
which ——— The lever is wrought iron, the ball 
cast iron and the moving parts bronze, their weights per cubic 
inch being W. I.=.28, C. I.=.26, bz.=0.30. LZ and 7 are given 
either in the table of dimensions or on the plate. The handle 
of the ball can be designed first, its weight determined and 
subtracted from the weight (W) thus giving the weight of the 
ball alone. Its diameter can then easily be calculated. 

213. The fulcrum pin diameter can be assumed 4f! and its 
strength checked by calculating it for double shear, which should 
not exceed 7000 Ibs. per sq.in. as the pin is of W. I. The sectional 
area of the supports for the pin taken by a horizontal plane 


VALVES LT 


through the axis of the pin should be checked for stress in tension. 
As they are C. I. this stress should not exceed 2500 lbs. per sq. 
in. of section. 

The stress in the bonnet bolts (at root of thread) should be 
determined for a pressure of 150 lbs. per sq.in. inside the valve. 
The shell is C. I. and should be checked for stress not to exceed 
2000 Ibs. per sq.in. in tension for a steam pressure of 150 lbs. 
per sq.in. The spherical part is treated like a cylinder of equal 
diameter, viz., 150X2zC =2K +2000 XC. 

214. A list of the parts of the valve with a note of their 
material, etc., should be placed on the drawing in a table somewhat 
as shown below. 


List or Parts ror —’”’ SAFeTy VALVE 


Paved! Mark. Material. Name. : Description. 

1 1070 Cale Shell Flanges faced and turned 
i 1071 Bz. Seat 

sil 1072 Bz. Dise 
1 1073 Bz. Dise nut 
1 1074 Bz. Stem —f- all over 
1 1075 (Gell Stem cap 
1 1076 CI: Bonnet 
1 1077 Cai: Yoke 
1 1078 W. I. Lock nut 
1 1079 Weasle Fule. pin —f- all over 
1 1080 Curls Ball —Rough- 
1 1081 Wal: Lever 

Ren | Blatant St. Bonnet studs | U.S. St. nuts —’”’ diam. — grip. 

Spaeo dec St. -. | Flange bolts | Sq. hd. hex. nut, —” diam., 
—" |g., — grip. 


Directions as to views, etc., will be found in the instructions. 
The dimensions for the parts can be worked out from the tables 
in Art. 209 for any size of valve wanted from 3” to 8” diameter. 
They should be changed from decimals to common fractions 
before using them on the drawing. 

215. In class (B) taken in the order of their construction 
from the standpoint of complication, we find first pet cocks or 
air cocks as they are called. They are used on pipe lines to allow 
air or water to escape, either for the purpose of increasing the 
efficient flow or as an indication that the line is under pressure. 
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i// 


In Fig. 176 is shown a pet cock threaded with a 7” pipe thread. 
They can also be obtained in a larger size with a 3’’ pipe 
thread. 


The other dimensions are given on the drawing. 


216. Stop cocks are used to regulate the flow of fluids in a 
pipe line. The regulation is obtained by turning a taper plug, 
fitting in the body, the axis of rotation intersecting and at right 
angles to the axis of the pipe line. 

The taper plug is pierced by a slot which is either brought 
in line with the openings in the body or turned at right angles 
to them, thus permitting flow of the fluid or cutting it off entirely. 
One end of the plug is squared to allow the use of a wrench for 
turning it. A mark on the end of this square indicates whether 
the slots are turned to allow the passage of the fluid or not. 

In Fig. 177 is shown an assembled stop cock. 

The dimensions for several sizes are given in the following 
table. 
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TaBLe or Stor Cock Dimensions 


Stee I AU BS) Gl ID |) al |. Ze GE Rael nial) @ | J2\, @ 


fim] a|a|a | el wim) ah falafel} alal als 
a [ua] e fag fae fag fase fae fies ie) axle] ela lela 
a lage] @ [ase] 14 [ae faa faz [a aes | aaa] ala lala 
ug fag |e [ag faa fag fave f2e faa lie ie [a | sata) al a) a 
up j1ae| 4 [ie | 28 fae fue [oe faele pee | aalte [al ale 


Stop Cock 


JOE UTM 


217. Angle and globe valves are used to provide a ready 
means of controlling by hand the flow of fluids by means of a disc 
which is raised and lowered by a hand wheel and screw thread 
on the spindle attached to the disc. The disc rests on a seat 
within the valve when the flow is arrested. When the flow is 
to continue the disc is raised from the seat, leaving a free passage 
between them. 

An angle valve is used in place of a 90° elbow, the fluid turning 
through a right angle within the valve itself. The shell for 
an angle valve is shown in Fig. 178 (6). The other parts of the 
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valve are the same as those in the globe valve shown in Fig. 179. 
Valves of this type are provided with tapped ends for small sizes 
and with flanged ends for larger ones. The general outside of 
the globe and angle valves with tapped ends is shown in Fig. 
178 A. The inside construction and detail is shown by the sec- 
tion in Fig. 178 (B) of the shell of an angle valve, and by Fig.. 
179 (B), the section of a globe valve. 


'D 
Section of Angle Valve Shell 
Tapped Ends 


Fia. 178 (A). Fia. 178 (B). 


The various dimensions of these valves can be obtained from 
the straight line formula, the constants for which are given in 
the table on page 281 for each lettered dimension. These were 
all determined by Prof. Charles B. Richards. The required 
dimension = «D+6D=nominal size of valve. 

218. Globe valves with flanged bodies are in general con- 
structed as shown in Fig. 180. The shell is spherical in shape 
having flanges of standard size on opposite sides connected to 
the spherical portion by cylindrical pipes. In the central portion 
of the shell is a circular opening into which is screwed a seat. A 
circular disc closes the opening in this seat. The disc is attached 
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TaBLE For VALVES witH TAPPED ENDS; ALL Bronzp. Sizes 2 To 3” 


Values of 
Dimension; |= Remarks, 
a B 
B 0.5 0.0 Diam. opening in valve seat 
Cc 0.7 0.4 Inside radius of shell 
DD areticcay ahetal | ene eae Nominal diam. (given) 
E 0.13 0.12 Depth of valve seat 
F 0.5 0.2 Radius of V shell diaphragm 
G 0.52 0.21 Radius of V shell diaphragm 
H 0.54 0.3 Radius of V shell diaphragm 
| aban ene a lilies acces Radius of fillet, globe to pipe 
SG 0.04 On Thickness of shell 
N 0.8 0.5 C. of globe to bonnet flange 
O 1.08 0.24 Diam. of opening bonnet seat 
Be 
Q 0.9 0.8 C. of globe to flanged ends 
Q OG Ta 0.3 Dist. across flats, flanged ends 
ih 0.14 0.34 Thickness of tapped ends 
a 0.16 0.16 Diam. of screw on valve stem 
b 0.04 0.08 Thickness of nut on valve disc 
Cc 0.08 0.09 Depth of nut on valve dise 
d 0.05 0.08 Thickness of valve disc 
io) Dy liearecrse Raliceee race Chamfer valve seat 
el 0.08 0.3 Thickness of flange on bonnet seat 
g 0.1 0.05 Width of stuffing box 
h =39 Depth of stuffing box 
t =2.59 Depth of packing gland 
q 0.48 0.54 Diam. stuffing box screw 
m lyst 0.6 Height of bonnet 
n 0.32 0.36 Depth of stem screw in bonnet 
Dp 0.9 0.33 Dist. across flats on bonnet hex. 
t 0.1 0.2 Thickness of arm of hand wheel 
u 0215 0.3 Diam. of rim of hand wheel 
w =2Q Outs. diam. of hand wheel 


Pitch of thread on stem =0.04D+0.11”. 


to the flanged end of a stem by a nut, with hexagonal head, which 
slips over the flange and screws into the disc. The stem passes 
out of the valve through a stuffing box in the bonnet. The bonnet 
covers the opening in the shell above the seat and also provides 
a support for the stationary nut through which passes the threaded 
portion of the stem. A hand wheel is keyed to the stem at its 
upper end and provides a means of turning the stem in order to 
raise or lower the disc and thus open or close the valve. 
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282 


Le aay aig —> 


Fia. 179. 


Fic. 180 (B), 


Fig. 180 (A), 


n, (diam. Ke Vay 


E Carms 
if a A NX Hand Wheel 
\ [ae EN 


NS . Thread 
RSENS 12 thds.perin. 
NIN 

YS 


2 oe Fig.2 
Side View of Bonnet 
Flange Bolts and Bonnet Studs Standard No.and Diam. 


(To face page 283) 
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TABLE OF DIMENSIONS FOR GLOBE AND ANGLE VALVES 


(From 3” to 8” nominal size.) Flanged cast iron bodies for pressures up 
to 150 Ibs. per sq.in. Required dimension=aD+. D-=nominal size of valve. 


Buon. | a | ee | eT aman e® aac: 8 
A same as D Cale. for 6000 
Ibs. Ci 0.25 | 0.8 
| 0.9-—| 0.5 ap" 0.26 | 0.9 
D=given diam. a at 150 lbs. O” q 
in valve r oy 
thickness of a, =a-+pitch of thread u 
me diaphragm : i= ae 0.07 
meas. in vert. 
plane 
= b 0.01 | 0.2 ie Ne Oat Ones 
c O05) 0225 Wes 
G OS 0.5 6 = || O24} 
H 0.6 0.5 d 0.02 | 0.1 Pitch of thread on stem 
I 0.2 0.2 d=] o is z” for valves up to 
K 0.04 | 0.25 Teed 10 in., and 3” above 
L=T g = Sin Art. 96 stuff.|| that size. 
Ma O63 *| 021 boxes. 
P=2Xstud diam. jJ=%+29+2v0+diam. 
7” of gland stud. 
Ore lt. 05 1:75 Ms) O: 66in| 12852 
R=Stand. flange for 
~C. I. pipes, Art. 
37 Oo mio OSue 0.15 
S=L ees ii By 
nm =2a,+%”" 
T =thickness of C. I. 
stand. pipe 
flange Art. 37 q | 0.14 | 0.6 
W =29 | q | Op aanlmO ado 


The section of the passage by a plane (yy) is constructed as 
described in Art. 210 and illustrated in Figs. 173 and 174. The 
method of finding the area is explained in Art. 211. The threads 
on the stem nut and yoke are finer than standard for that diam- 
eter, say 12 p.i. The yoke nut has a hexagonal head whose long 
diameter is less than (m1). This enables the short diameter to 
be found. The diameter of the threaded portion is less than the 
short diameter. The gland of the stuffing box has two stud bolts 
and nuts for forcing it against the packing in the box. 
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219. The forces acting on the stem are: the compression due 
to the internal pressure in the valve and the torsion produced 
by turning the hand wheel hard when the disc is pressing against 


the seat. The former produces a stress in the stem f, equal to 
Ta? AZ 


the area of stem ar. divided into the total pressure oe D, 


against the disc, where 4 =radius of seat opening and p=pressure 


2 
per sq.in. in valve i . Torsion is produced by the force (F’) 


2 
=moment of the twisting force. This twisting force must over- 
come the friction of the threads of the stem in the stem nut 
caused by the pressure against the disc. 


‘ i FW 
on the hand wheel rim. F times the radius (5) equal to arr 


Fic. 181. 


Let the pitch of the thread be (P), the mean diameter (Dm) of 
ai+a 
2 


the thread be taken as equal to ( . and the upward resistance 


2A2p 
4 
by dividing the pitch by the circumference of the circle whose 


=R. The tangent of the helix angle of the thread is found 


diameter is (Dm), that is, tan oe The force (7) at the 


middle of the screw thread necessary to turn the stem in the 
nut is the same as that necessary to slide the load (R) up a 
plane inclined at the angle («) with the horizontal (Fig. 181). 
The load (A) is resolved into two forces, one (VN) normal to the 
incline, the other (7) along the incline. The latter is the frictional 
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resistance and equals the normal force (\) times the coefficient of 
friction or F=Nu, but 
_fcos«—R#.sin « 


N 
Us 


obtained from J cosa—yN=R sina as the algebraic sum of 

the components of the forces T and FR and the resistance which 

(NV) offers to the movement along the plane, see Fig. 181. The 

forces resolved perpendicular to the plane give components 

T sin« and R cosa, which equal (V) or N=Rcosae+T sin «. 
Substituting the value of N obtained above gives 


T cosa—R sin a 


‘ =Rcosa+T sing, 
or 
paR(sm ete ces), Ss) 
cos @— uw Sin « 
Since 
oe and ‘since 
cosa=— , and sina=;,, 
we have 
my eee 
p= R(Lp eee ai (2) 
T Die 


This force, (7) acts with a lever arm ae and its moment 5 


equals the moment of the force required at the hand wheel 


TDm _FW 
Be ge eae oO) 


from which, by substituting the value of 7’ obtained in (2), 
we have 
DnR(P + uxDm) _ FW (4) 
SD Ae ue) ome et eke a 


In order to prevent the valve from opening under a load the 
tan « must be less than the value of yu. If w=.15 then the 
angle « must not be greater than 8°-30’. , 
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220. The area of the stem cross section at the root of thread 
is obtained by equating the total pressure on the disc to the 
compressive resistance of the metal times the area strained. 
That is, oe pe te where (A) is the diameter of the seat 
opening, (p) the pressure per sq.in. acting on the disc, (a) is the 
diameter of stem at root and (f,) the compressive stress allowed 
per unit area of root section. An additional strain is brought 
on the stem when the disc comes in contact with the seat and the 
valve operator increases his pull on the hand wheel to make the 
disc press very hard against the seat. The actual torsion pro- 
duced is the torque produced by the operator minus the friction 
of the threads. From experiments made in screwing up nuts 
on bolts, the resultant stress on the bolt due to the load and to 
the stress of screwing up produces a resultant stress from 15% 
to 20% more than the stress due to direct load. Therefore, 
in calculating the area of stem at root of thread it is necessary 
to either decrease the value of f, or add 15% to the area at root, 
after calculating it to resist only the pressure on the valve disc. 

If the working strength of good bronze is taken as 7000 lbs. 
per sq.in. for shear and we increase the area 15% this will be 
equivalent to using a value of 6000 Ibs. per sq.in. and calculating 
the area of (a) for compression alone. 

221. The efficiency of the screw may be obtained by using 
_ tan «(1—y tan a) 
4 tan «+ 
(a) =helix angle, w=coeff. of friction. The thread on the stems 
of valves of this type is usually single and }” pitch for valves up 
to 10’... Above that it is 3’. From the dimensions given in the 
table on page 283 the efficiency of the screw can be easily deter- 
mined, provided the value of (uw) is assumed. 

The preceding calculations are based on a square thread. 
If the thread is of any other form, the pressure (V) will become 
(Ni)=N sec. > where (¢) is half the angle between adjacent 
thread faces. In the case of an Acme thread this angle 6=7}° 
and the secant = 1.007, which does not increase the normal pressure 
enough to consider. 

222. The pressure at the root of the threads of the stud bolts 
used to fasten the bonnet to the shell can be calculated first by 
dividing the total pressure on the bonnet (due to the pressure 


the formula proposed by Prof. Barr, viz.: 


? 
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in the valve) by the number of bolts. This will give the load on 
each bolt which divided by the area of the bolt at root of thread 
gives the stress per sq.in. of section, due to direct load. 20% 
increase will give the stress due to both load and screwing up of 
the nut. 

The stress in the yoke uprights can be calculated by finding 
the maximum load that the stem will carry and dividing it by 
twice the area of the section (wz). See Fig. 180 (Fig. 4). 

223. The valves may be drawn either assembled or detailed 
or both. In the latter case it is recommended to have one student 
draw an assembled view and have the detail work done by some 
other student. 

Further directions for drawing assembled and detail views will 
be found in the instructions. A list of parts arranged as shown 
for a safety valve in Art. 214, should be placed on the drawing. 
Dimensions of parts of valves from 3” to 8” can be obtained from 
the table on page 283. They should be changed from decimals 
to common fractions before using them for drawing purposes. 
The parts are made of different materials as oe and require 
machining as described below: 

Shell, bonnet, wheel and gland are of cast iron. Bushing, 
nuts, disc, stem and seat of bronze. Shell and bonnet. flanges 
to be faced and turned, disc, yoke and nuts to be turned and 
threaded; spindle turned; gland turned and faced on top, bush- 
ing turned. Stuffing box bored out for bushing; bonnet flange 
turned to fit bored hole in shell and faced; valve disc threaded 
and faced for stem nut and turned for seat bearing; seat bushing 
turned and threaded on outside only; seat in shell to be bored, 
threaded and faced on upper surface; hand wheel bored for 
spindle and keyed on. Bolts are to be studs with U.S. St. hex. 
nuts for bonnet and gland and U.S. St. sq. head bolts with hex. 
nuts for the shell flanges. 

Detail drawings are to be fully dimensioned and finished 
surfaces indicated. The material of which each part is made 
must be designated below the part, also its name and assembly 
number. ‘ 
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INSTRUCTIONS 
VALVES 


Prob. 1. Draw full size on No. 2 paper three views of an assembled 
(A) check valve for a (B)” pipe. 

The views are to be a longitudinal section, a top view and a view look- 
ing at the end of the valve. 

Give all the lettered dimensions as well as others which were assumed 
in the making of the drawing. 

Make a list of parts as indicated in Art. 17. 

Four hours allowed in class for this. 

Prob. 2. Draw full size on No. 2 paper the details of a (C)”” diam. 
(D) check valve. 

Each part to be fully dimensioned with finish marks and material 
indicated. 

Three views of the shell will be necessary but only two of each of the 
other parts. 

A bill of material must be placed on the drawing (see Art. 17). 

6 hours allowed in class for this. 


ASSIGNMENTS FOR Pros. 1 AND 2 (CHECK VALVES) 


Siu eon PDS In oo aswel oes HOR IGM Soe cisine | sea (D.-lk. 


Sw.=swing check. D. L. =direct lift. 


Prob. 3. Stop Cock. Draw an assembled stop cock for an (A)’” 
pipe making the views full size and as follows. 

1. Front view (right hand half in section). 

2. Top view (lower half a horizontal section through the axis of pipe). 

3. End view (right hand half in section). 

Give all dimensions and make a bill of material on the drawing. 

Use No. 2 paper. 

6 hours allowed in class. 

Prob. 4. Stop Cock. Make detail drawings of a stop cock for a (B)”” 
pipe, full size. 

Show the body half in section in three views. Make outside views of 
the other parts, dotting in the interior. Give all dimensions, finish 
marks and make a bill of material on the drawing. 
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Use No. 2 or No. 3 paper depending on the size of the cock. 
6 hours allowed for this work in class. 

Prob. 5. Trace a check valve or stop cock. 

4 hours allowed. 


ASSIGNMENT TABLE FoR Stop Cocks. (Props. 3 AND 4) 


ne 2 3 4 5 6 7 8 9 10 


A (Prob. 3)... 2 |/1 | 13 | 14 | 2 
B (Prob. 4)...] ... vfs Mee |e 1”) 12s tee 


aay) 
detail 
drawings of a (a)’’, (b) valve with (c) ends. No separate part to be drawn 
to a smaller scale than half size. No assembled view to be smaller than 
half size. Details must be completely finished ready for tracing and for 
shop drawings. Assembled valves are to be dimensioned as shown in 
Figs. 178, 179 and 180. A bill of material similar to that given in Art. 
214 is to be placed on one of the sheets. 

The views required of each part or of the assembled valve are enumer- 
ated on the following page. The time reqd. for detailing the S.V. is 
17 hours, for the G.V. 15.2 hours. 

All the calculations which apply to the kind of valve drawn are to 
be made and handed in with the finished drawings. These calculations 
are described in Arts. 210-213 and 218-222. Abbreviations used in 
Table below are As=assembly, D=detail, G=Globe, S=Safety, A = 
angle, Ff =flanged, Sc =screwed. 

The table for assignment is as follows: 


Prob. 6. Make on one or more sheets of No. 3 paper the ( 


| 

No. | 1 | 2 | Seon OneG aor Os LOM D2A Sa Sa) 16 1s 
Dildo |e) 4145 | 00) Gites 3 3225-2 Ids | 3135) 4 |4ea65 

i | CP CE GEO GAG AnGe | AV AU IG Ci CA IS) USS ISS Si pars) 

NIE TN IPN BN TP TN IE | 8 OE SONS ISO DON TE TEP | PN 

As| D|As| D ie D)\As|\D|D\D | D)|D\D \As| DAs) D | As 

No. | 19 | 20 | 21 | 22 | 23 | 24 | 25 | 26 | 27 | 28 | 29 | 80 | 31 | 32 | 33 | 34 | 35 | 36 
ae eae OOM eSalisaloe yee on eOnled Te SiminOaiss 

bee Aa AG An Ame Am eA EAR Am PART SS SaS Seat Sa Ga teal Ge 

CRS CAPS CANS CAE ele ian iets Hee WSCHISC) Hehe | Hs Shae Ene ASC 

D|\D\|D\|D\As|D|D|As|D|D|As| D| D |\As| D |As|As| D 
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Globe, Angle and Safety Valves 


Valve Assembled. 
Views to be drawn. 
1. 4 vertical longitudinal section of valve through axis of pipe. 
4 outside view. 
2. Top view with 4 wheel removed (G or A) 3 top view for safety valve. 
3. End view with left half in section by vertical plane containing axis 
of stem. 
4, Section by plane (yy). 


Valve Detailed. 
Views to be drawn. 


Globe or Angle Valve 


(A) Bopy or SHett. (Cast Iron.) 
(1) Side elevation half (right or ey in section. Dot in interior 
on the half not sectioned. 
(2) End elevation, right or left half in section. 
(3) Top view. 
(4) Section of passageway by plane (yy). 
Area to be found and placed on drawing. 
(B) Bonnet. (Cast Iron.) 
(1) Front view (right or left hand in section). 
(2) Side view (right or left hand in section). 
(3) Top view (upper or lower half showing section on x2). 
(C) Yoxe Nut. (2 views) (bronze.) 
(D) Guanp. (Cast Iron.) 
(1) Top view. 
(2) Side view showing greatest length. 
(Z) Hanp WHEEL. (Cast Iron.) 
(1) Top view. 
(2) Side view (half in section). 
(Ff) Vatve Disc. (Bronze.) 
(1) Top view. 
(2) Side view (half in section). 
(@) Vatve Seat. (Bronze.) 
(1) Top view. 
(2) Side view (half in section). 
(77) Vatve Stem (Bronze) 2 views. 
(1) Disc Nur (Bronze) 2 views. 
(J) Bour List, giving diam. length, number reqd., description and 
location. 


VALVES 291 


Safety Valve 


Views to be drawn. 
(A) Same as globe valve. 
(B) Ee us (views 1 and 3 only). 
(C) Yoxr (Cast Iron), 3 views. 
(D) Lock Nur. (W. I.), 2 views. 
(EZ) Lever. (W. I.) ‘ 
(Ff) Same as globe valve. 


(@) 6c 6 
(A) ce 6c 
(J) 6c (a3 
(J) cc ia 


(K) Fulerum pin, (Steel) 2 views. 
(L) Stem top (C. I.) 2 views. 
(M) Ball (C, I.) 2 views, with wgt. of ball given. 


Test Questions (Working Drawings) 


1. (a) What constitutes a working drawing ? 
(6) Dimension fully the sketch (Fig. 1), scaling all dimensions. 
2. Give method of procedure fol- 
lowed in tracing a drawing. 


3. What is a working drawing? 
Give an outline of the opera- 
tions performed in making 


one. 
4. In tracing a pencil drawing 

what kind of line will you 

use for: center lines, section Fic. 1. 

lines, dimension lines, invisi- 

ble lines, outlines, extension lines. How do you place numerals 

for different directions of dimension lines? Illustrate and use 

fractions. 

5. (a) Describe the kind of line to use for each of the following cases, 
center line, extension line, dimension line, section line, border 
line. 

(b) Give a list, in order of procedure, of the operations in making 
a tracing of a working drawing. , 

6. What is a working drawing? Explain the method of making a tracing 

and order of procedure in inking in. 

7. What is a working or shop drawing? Illustrate by a sketch drawn 

to scale. 


292 ELEMENTARY MACHINE DRAWING AND DESIGN 


Test Questions (Rivets) 


1. (a) Sketch in good proportion these rivet heads—cone, pan, counter- 

sunk, button. 

(b) Draw two views, to scale, of a single riveted lap joint, plates 3’’ 
thick, calculating first the size of rivet and pitch. Rivets 
are button headed. P—d=3.43”. 

(c) Sketch a Z bar, channel and angle iron and give the terms used 
in speaking of each of them. 

2. What heads are used for boiler riveting? for structural iron work? 

3. What is a lap joint? a butt joint? single riveting? double riveting? 

Which ones are used in boiler joints? 

4. What is a gauge line? How is it located on a channel? on a Z bar? 
on an I beam? 

5. Sketch the connection between two plates placed at right angles. 

6. What is the difference in diameter between a rivet and the hole in 
the plates which it fastens together? Which diam. is the one 
calculated in the formula d=KV7T? If K=1.5 show how to 
find the diameter d from a diagram when the value of (7) is given. 


Test Questions (Pipes and Fittings) 


1. (a) What is the difference between the actual and nominal inside 
diameter of a pipe, and what caused this difference. 

(6) In the following system of 
piping (Fig. 1) specify 
the sizes and give the 
names of fittings needed 
to properly connect up 
the same. 

(c) Optional (what fittings are 
needed, and where would 
you place them—so that 
the tanks can be filled 
separately or both at 
the same time?). 

(d) Sketch a plug, a cap, a 
close nipple. What is 
the purpose of the union? 

2. (a) What use is made of cast 
lane I iron fittings for W. I. 
pipe and what are the 

names of the common ones? Sketch a reduc. tee. 
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(6) How is the size of a pipe expressed and what is the meaning of 
the name 1’’ x3” reducing tee? 

3. Explain the cause of the difference between the nominal size of a 
pipe and the inside and outside diameters and give the name of 
each fitting that you have drawn and explain the use of each one. 

4. Sketch and describe (a) a union; (b) a C. I. pipe flange. 

5. The system of wrought iron pipes of Fig. 2 is to be connected by 
cast iron fittings. Where would you place them and what names 
would you use for each one if you had to order them? 


Tene, 


6. (a) What are pipe fittings and of what use is a scale of fittings? 
(b) What is the meaning of the term “ nominal size of a pipe” and 
what use is made of it? 
7. Indicate the pipe fittings (names) to be used on the accompanying 
sketch of piping (Fig. 3). All pipe 2”” except where noted. 


Fics 3. Fia. 4. 


8. Give the names of the fittings required on the pipe line shown in Fig. 4 
at A, B, C, D, E, F, G, in order to connect pipes of the sizes indicated. 


Test Questions (Screw Threads) 


1. (a) Into what two general classes are screw threads divided? Give 
two examples of each class. Define and explain in general 
terms how the pitch of a screw thread is determined. 

(b) Draw to scale and dimension a U.S.St. screw thread, pitch 14”. 
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Wile 


12. 


(c) Show the conventional method of representing L.H. screw 
threads. How can a screw of given diameter be made stronger? 
Give reasons why, and explain how, a pipe thread differs from 
a screw thread. 


. (a) What are the principal forms of threads used in machine con- 


struction? Draw the outlines of the threads, using any pitch. 
(b) What is the difference between a single and double thread? 


. How does a pipe thread differ from the thread on a bolt and why? 
. Draw the outline of each of the various kinds of thread you are 


familiar with and give the name of each one. Pitch=1” in all 
cases. 


. Draw to scale a U.S.St. thread, V thread and mod. sq. thread, 


pitch =1”. 


. Draw 2 threads of a V threaded screw, +” pitch, 13” diam. Draw 


2 threads of a square threaded UNE 3;"" pitch, 13” diam. Draw 
the conventional V thread on a 2” diam. cyl. 


. (a) Explain “ pitch.” 


(b) Explain what is meant by “ triple thread,” and show how the 
pitch is measured. 


. (a) Make a neat free-hand sketch of a modified square thread, giving 


correct proportions of all dimensions. 
(b) Make a sketch of a left handed screw end, conventional method. 


. (a) What is the “ pitch ” of a thread. 


(b) What is a “ double ” thread? 
(c) What is a left hand thread? 
(d) What “ lead” has a double thread when there are 8 threads per 
inch? 
(a) Draw, free hand the profile of a U.S. St. thread of 1” pitch, giving 
the relative proportions. 
(b) Show how to represent a conventional sq. thread on a bolt. 
(a) Draw, freehand, the profile of a modified sq. thread, 1’ pitch, 
giving relative proportions. 
(b) How is a sq. thread drawn conventionally on a cylindrical rod. 
What is “ pitch,” triple thread. How do you indicate V or U.S.St. 
threads on a drawing to show left or right hand and number of 
threads per inch. 


Test Questions (Bolts and Screws) 


. Draw a }” hex. hd. U.S. St. bolt without nut when the grip is 13”. 


Give all dimensions and make the three views commonly used on 
drawings. 


. Draw a }” stud bolt (without nut) having a grip of 13’... Thread 
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it by conventional method, give length of thread and indicate 
where nut is placed. 

3. Show two views (end and side) of a 3” set screw, oval pt. (dimen- 

sioned). 

4. Make a neat sketch of the following: 

(a) Fillister head screw. 
(6) French head screw. 
(c) Rivet with button head and pan point. 

5. Make a sketch (freehand) of a locknut for a bolt and give the 
relative dimensions (3 views). Same for set screw (cup point) 
two views. 

6. (a) Give the formula for F (distance across flats) of a U.S. St. bolt 
head and nut, and thickness 7’ for the nut. 

(b) How far does a bolt enter a tapped hole. 

7. Draw the three views usually used to represent a U.S. St. hex. nut 

for a 1” bolt (chamfer conventionally) and give dimensions. 

8. What is a cap screw? a stud bolt? a tap bolt? and how do they 

differ? 

9. (a) Describe and name the different machine fastenings on which 
screw threads are used. 

(b) What types of threads are used commonly. 
(c) What is the difference between a tap bolt and a stud bolt and in 
what cases is one preferable to the other. 

10. A #” stud bolt without nut, is needed to replace a broken one which 
had a U.S. St. nut. The grip is 1’. How would you order the 
itew one by sketch, knowing only what is given above? 

1. Draw 38 views of a U.S. St. nut for a 2?” bolt (10 thrds.), using the 
conventional method and giving all the dimensions necessary for 
making it. 

12. (a) What is a U.S. St. bolt and what is the thickness of nut? 

(b) What is a set screw used for? Make a sketch of one. 

(c) What is a stud bolt and a tap bolt and how do they differ? 

(d) What is ‘ chamfer” and why are bolt and screw heads ‘ cham- 
fered ”’? 

13. The distance across flats of a bolt head on a 1” bolt is 13’... That on 
a 4” bolt head is 6%’... Find the constants to use in a straight line 
formula, for finding this distance on other bolt heads. 

14. What is the difference between a hex. hd. cap screw and a tap bolt, 
and why is a cap screw preferable? 

15. Show 2 views of a sq. hd. bolt with hex. head. U.S. St. Diam. =1”. 

d=$D+3". -* 

16. What three types of machine screws have you drawn, and how far 
is it customary to tap them into metal when used for fastening? 
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18. 


LO 


or 


(a) What is a Penn nut and why is it used? 

(b) Sketch two forms of set screw, one of them used to safeguard 
workmen from injury. 

(c) Sketch a fillister hd. machine screw. 

(d) What determines the length of a stud bolt. 

(ec) How does a hex. hd. cap screw differ from a tap bolt? 

(f) How are bolt ends finished (sketch). 

(g) When is a stud bolt used in preference to a U.S. St. bolt and nut? 

(a) Construct three views of a hexagonal head bolt and nut D=1”. 

(b) What is the difference between a tap bolt and hexagonal head 
cap screw? 

(a) Show an inch of V thread (left hand) on a 13” bolt. 

(b) Show an inch of modified square thread on a 2” bolt. 

(c) Show three views of a hexagonal nut for a 1” bolt, using the 
conventional method. 

(d) State the differences between a stud bolt, tap bolt, set screw and 
hexagonal head cap screw. 


. Draw a tap bolt 2” in diam. threaded 1’’ on the end, 23 long, sq. 


thread. 


. Show top and side view of a %” stud bolt ana nut. The stud to be 


of the proper length to fete a plate 14” thick to a flat surface. 


. Describe a hexagonal head bolt and nut and make a drawing of a 


14” bolt with a grip of 1”. 


. How does a tap bolt differ from a stud bolt and how far is it customary 


to tap into metal to receive the end of the bolt? 


. Draw top and side views of a U.S. St. nut for a 1” bolt. 
. How do the dimensions differ on a U.S. St. bolt head and a nut? 
. Name types of fastenings used in machine drawing. Give dimen- 


sions of a tapped hole, also give formule for dimensions of standard 
keyways. 


Test Questions (Keys) 


. (a) Sketch a sunk key in a 2” shaft (end view) and give its dimensions. 


(b) What is a Woodruff key? Sketch shape of it. 


. What is a sunk key? When used? What proportions? Illustrate 


how set in a shaft (end view). 


. Draw to scale a sunk key for 2” shaft when W = 3;D+4, T=3,D+4+}3” 


and key is 3’’ long. (Dimension this.) 


. Construct three views of a shaft 2’ in diameter, having a key 


3” long set in it. Give the dimensions of key. 


. Show the depth of keyway for a 2” shaft and where this depth would 


be measured. 


. Show 2 views of a keyway, 2” long, in a 2” shaft 
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. The width of a key for a 2” shaft is }’’ and its thickness is $;”. For 


a 4’’ shaft the corresponding dimensions are 2’’ and 3’’.. Deduce 
the formule to be used to determine the width and thickness of 
keys for any diameter of shaft from 1” to 4”. 
W=3D+3" 
t=%D+}" | - 


. Draw a key for a 13” shaft set in the keyway of the shaft. Length 


of key RE W= 3;D+%", T= aD Gg 


. Deduce the formule W =%D+ 3” and T =3,D+4” knowing values 


of W and 7 as follows: 
For 2” shaft W =3", T= 3;", for 4” shaft W =}", T.=2". 


. (a) Make sketch of plain key (sunk), with parallel sides L”” long, 


W” wide, T”’ thick. 
(6) Give the formulas for W and T, 


Test Questions (Shafts and Couplings) 


. The diam. of the hub of a flange coupling for a 2” shaft is 4.4’. The 


diam. of the hub for a 5” shaft is 9.8’. Deduce the constants 
for the straight line formula B=e2D+6, and find the diam. of 
hub for a 3” shaft. 


. What is a flanged coupling and how many pieces are there in one 


where four bolts are used? 


. If a shaft coupling for a 2” shaft has a distance 62’ from center to 


center of bolt holes and for a 43”’ shaft coupling a distance of 123”, 
what distance must a shaft coupling of 3’’ have? Solve this by 
the deduction and use of the straight line formula. 


. Calculate the diameter of a W. I. shaft to transmit 10 H.P. at 300 


RPM 


. Calculate the diam. of shaft to transmit a force of 1000 lbs. applied at 


the end of a lever 20’’ long when the lever is keyed to the shaft. 
Shaft of W. I. 


. Calculate the shearing strain on the bolts of a coupling for a 23” 


shaft. 


. Calculate the shearing strain on the bolts in a Hookes joint for a 


13” W. I. shaft. 


. Sketch a claw coupling and explain its function. 


Test Questions (Stuffing Boxes) 


. How is it possible to prevent leakage of steam around the piston rod 


of an engine without excessive friction? Make a sketch of one of 
the component parts of the device for reducing this friction when 
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the piston rod is 2’ diam. S=1D+2"’, H=48,a=S. (No section 
required, outside views only.) 


. Explain the function of a stuffing box and illustrate either one of 


the two types of box. Draw to scale and dimension the gland 
only of a screw cap stuffing box fora 1” rod. H=4S,S=%;D+4". 
(Make outside views only.) 


. Describe a stuffing box and illustrate by sketches what the function 


of the gland is. 


. State the conditions which require the use of a stuffing box and give 


two cases where boxes are used. What is the gland and what 
relation does its length bear to the length of the packing space? 


. A stuffing box is designed for a 1” shaft. S=3D+ 3”. Show a 


gland for this box when H =5S. 


. Describe a stuffing box and draw the gland of a screw stuffing box 


fora %’’ rod. Dimension this completely. 


. Draw and dimension the gland of a screw cap stuffing box for a 1” 


shaft. 
Length of packing space =H =48. 


. What is a stuffing box? and what styles do you know about? 
. Enumerate the parts of a screw cap stuffing box and sketch each 


one. What is the unit for the principal dimensions? When 
is the maximum length of gland and packing space used? When 
the minimum? 

Sketch approximately to scale the gland for a bolt type of stuffing 
box. 

How is the length of stud bolt determined in a bolted gland stuffing 
box? 


Test Questions (Bearing Box) 


. The distance from the center line of a 2’’ bearing box to the center 


of stud bolt is 1.788”. The corresponding distance for a 5’’ box 
is 3.978’. Deduce the constants for the straight line formula 
b=aD +68, and find this distance for a 3” box. 


. A bearing box cap for a 2’ diam. shaft is #4” thick. A bearing box 


cap for a 5” diam. shaft is 14’ thick. Find the constants « and 
@ for the straight line formula to use in obtaining intermediate 


sized caps. 
57 


. The stem of a 3” valve is 3” diam., while the stem of a 6” valve 


is 1’ diam. Find the constants a and @ to use in a straight line 
formula. Find the size of stem for a 4”’ valve and check the value 
by a scale. ' 


. Explain how the formula (required dimension =aS+f) is obtained 


and its use in machine design. 


or 


10. 


ine 


12s 


13. 
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. Construct a scale for bolt heads and nuts (U.S. St.). : 
. Using the straight line formula d=2D+6, show how the values 


of « and 6 may be found in the formula d=$D-++, taking two 
values of d from the tables. 


. What use is made of the straight line formula in designing machine 


parts and how would you determine the constants to use in it for 
a particular dimension? 


. Explain a bearing box, also construction and use of the scale of 


dimensions. 


. Construct a scale for width and thickness of keys for shafts from 


1” to 5”. w=gDe. t=3,D+3". 

Calculate the foot-lbs. of work lost in a bearing when the shaft diam. 
is 3’’, length of bearing =9”, pressure per inch of projected area 
=75 lbs. R.P.M.=200. Shaft horizontal, load vertical. c=.43. 

(eV v) 


»=veloc. in ft. per sec. w= : 


Make a working sketch of the cap of a bearing box assuming all 
dimensions, in good proportion. Show three views and put on 
dimension lines. 

(a) How does a bearing box differ from a pillow block? 

(6) What metal is used as a bearing surface in the former? 

What is a pillow block and what arrangement is made for adjust- 
ment across the line of the shaft? 


Test Questions (Hangers, Ball and Roller Bearings) 


. Determine the distance apart for hangers to support a 23’ shaft, 


making 200 R.P.M. What will be the deflection? 


. What is a hanger? How is it adjustable and for what purpose? 


What is a “Sellers” hanger? How does the bearing of a hanger 
adjust itself to the line of the shaft? What is the “drop” of 
a hanger? 


. Enumerate and describe the component parts of a hanger. 
. Describe the arrangement of parts in a ball bearing hanger. What 


are the great advantages of ball bearing hangers over plain 
bearing hangers? 


. What provision is made in the Sellers type of hanger for placing 


the shaft in the hanger or vice versa? 


. How are hanger bearings automatically lubricated? Sketch a 


system of automatic lubrication. 


. What is a post hanger? A wall bracket? 
. Describe a roller bearing? How is it applied to a pillow block? 


Enumerate the parts of a ball bearing pillow block. 
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. Draw a section of the inner and outer races of a ball bearing and 


show how the inner race is tightly fastened to the shaft. 
Explain the forms of contact of the revolving shaft with the three 
kinds of bearings, plain, ball, and roller. 


Test Questions (Pistons and Piston Rods) 


. Describe in detail (a) the various forms of pistons, (b) how they 


are fastened to the piston rods and the (c) methods of keeping 
them tight. (d) Whaf is the function of a wrist pin? 


. A piston rod 12” diam. is screwed into a crosshead by being threaded 


with 10 thds. p. 7. (depth of thread =.065”). What steam pressure 
can be used if the piston diameter is 10’’ and the max. unit stress 
in the rod is not to exceed 4500 lbs. per sq.in.? What will be the 
unit stress in the unthreaded portion of the rod? 


. (a) What is a piston? 


(b) How is leakage past it prevented? 
(c) Sketch two ways of fastening a piston to a piston rod. 
(d) What is a trunk piston and where is it used? 


. An engine has a cyl. bore of 10” and a stroke of 12’... The con- 


necting rod length is 23 times the stroke. The piston rod is 2” 
diam. threaded 10 thds. p. i. (depth of thread =.065). The 
crosshead bearing surfaces have an area of 60 sq.in. When these 
surfaces are carrying a max. pressure of 30 lbs. per sq.in. cal- 
culate (a) the steam pressure in the cyl., (b) the unit stress in 
the piston rod at least section. 


. An engine with 12” bore, 14” stroke, carries steam at 100 lbs. 


pressure. The connecting rod is 40’’ long. Calculate the diam. 
of piston rod (outside) (f; =4500) 10 threads per in. 


. What are Ramsbottom rings? How are they prevented from leaking? 


Of what material are they made? 


. Calculate the weight of a C. I. piston 10” diam. made as in Fig. 121. 
. Calculate the weight of a C. I. trunk piston 6’’ diam. made according 


to the proportions in Fig. 123. 


Test Questions (Crossheads) 


. Calculate the area of bearing surfaces for a crosshead for a 11’ x14’ 


horizontal engine whose connecting rod length is 3 times the stroke. 
The steam pressure is 100 lbs. per sq.in., the maximum pressure 
on the bearing surfaces of the crosshead is 30 lbs. per sq.in., and 
the ratio of length to width of these surfaces is 4 to 1. The type 
of crosshead to be like the one you have drawn which requires 
two guide bars on each side. 
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2. The sliding surfaces of an engine crosshead have an area of 60 
sq.in. The engine has a cyl. 10” diam. and the stroke is 14”. 
The steam pressure is 100 lbs. per sq.in. The length of conn. 
rod is 3 Xstroke. Find the max. pressure per sq.in. on the sliding 
surfaces. 

3. Calculate the area of sliding surface for the crosshead for an engine 
whose cyl. is 10’’ diam., stroke=14”. Steam pressure 100 lbs. 
per sq.in. Maximum pressure on sliding surfaces to be 30 lbs. 
per sq.in. Length of connecting rod =3 times stroke. 

4, An engine is 10X14”. Length of éonnecting rod is 5 Xcrank. 
Pressure on piston =90 lbs. per sq.in. Allowed maximumspressure 
on bearing surface of crosshead is 30 lbs. per sq.in. Find the 
area of the bearing surface of the crosshead and the maximum 
pressure on the crank pin. 

5. (a2) How long ec. to ce. would you make a connecting rod for a 
12” x14” engine if ratio of conn. rod to crank is 7 to 1? 

(6) On same engine what area of bearing surface would you have, 
allowing a maximum pressure on guides of 30 lbs. per sq.in., 
where the pressure on the piston is 120 lbs. per sq.in.? 

6. What would be the area required for the rubbing surface of a cross- 
head in a 12’ X12” engine, the length of connecting rod being 4 
times the stroke, steam pressure being 100 lbs. and allowable 
pressure 40 lbs. per sq.in. 

7. An engine 8” X10” has a conn. rod 6Xthe stroke. Pressure on 

the piston is 100 lbs. per sq.in. Find max. pressure on guides. 

. A gasoline engine is 43’ bore X6” stroke and the connecting rod 
is 15” long. The length of piston =its diam. Find (a) the max. 
pressure of the piston against the cyl. wall when the explosion 
pressure =350 Ibs. per sq.in. (b) Find the pressure per sq.in. 
of projected area of wrist pin when the pin diam. =.2D and its 
length is 0.5D. 

9. A gasoline engine has 4’’ bore, 6” stroke, length of connecting rod 
=24 times stroke. The piston length equals its diameter. The 
wrist pin diameter =0.2D. Its length between supports is 3D. If 
the explosion pressure in the cyl. is 300 lbs. per sq.in., calculate 
(a) the max. thrust of the piston against the cyl. walls (in lbs. per 
inch of projected piston bearing area). Calculate (b) the pressure 
per inch of projected area on the wrist pin. 


ioe) 


Test Questions (Connecting Rods) 


1. The diameter of a connecting rod at the smallest place is 2’... The 
strap is 24’ wide and the key which passes through the strap 
is 2” thick. 
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Calculate the thickness (a) of the strap and the length (m) of strap 
between the gib and end of strap. The area for shear is $ the 
area for tension. 

2. The strap of a connecting rod is 23’ wide in a direction parallel 
to the axis of the crosshead pin. The key and gib are }” 
thick in the same direction. Compute the thickness of strap 
and the combined width of key and gib when the least diameter 
of the connecting rod is 24”. The area to resist shear=% the 
area to resist tension. 

3. The strap for the crosshead end of a connecting rod is 2%’’ wide, 
measured parallel to the axis of the crosshead pin. The hole 
for the key and gib is ?’”” wide measured in the same direction. 
The smallest diameter of the connecting rod is 2’. Calculate 
the thickness of strap and length of hole for key and gib, mak- 
ing a sketch to show what you have calculated. Area for shear 
is + area for tension. 

4. Calculate the dimensions a-b-c-d of the end of the conn. rod shown 
in Fig, 1, Shearing strength =75% of tensile strength. 


5. Calculate the dimensions (a) and (b) for the conn. rod end shown 
in Fig. 2. The shearing strength is $ the tensile strength. 


VALVES 303 


6. Calculate the values of m-n-o-p on the end of the connecting rod 


if 


12. 


13. 


14. 


shown in Fig. 3. The area in shear is to be 1.4 the area in tension. 
Calculate the dimensions a-b-c-d for the rod end shown in Fig. 1. 
Shearing strength to be 60% of the tensile strength. 


ides : an 
eee 


Fie. 4. 


. Calculate the value of p when the shearing surface is to be 1.385 Xthe 


tension surface. See Fig. 4. 


. Sketch the strap end of a conn. rod, name each part and designate 


the points where it is liable to break. 


. Make 3 views of the cap only of the conn. rod end shown on the 


accompanying drawing (to scale). (Provide a crank end drawing.) 


. Make a working drawing, properly lettered and dimensioned, of 


one of the brasses of the crank end 
of this connecting rod. (Sketch 
or plate furnished for this.) 

Calculate m—n-s—a of the rod end 
shown in Fig. 5. The shearing 
strength is 50% of the tensile 
strength. 

Sketch the strap and one of the 
brasses for the crosshead end of 
a connecting rod. 

Calculate the size of crank pin for a 
11” x12” engine, steam pressure 
100 Ibs. sq.in. Connecting rod length =6 Xcrank. Bearing pres- 
sure on pin 300 Ibs. per in. of projected area. Length of pin 
equals diameter. 
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Test Questions (Engine Cranks) 


1. An engine with bore of 12’, stroke 14’, carries steam at 100 Ibs. 
pressure. The connecting rod is 40’ long. Calculate the following: 
(a) Diam. and length of crank pin (bearing pressure =1000 Ibs. 
per inch). Length of pin =1.5 xdiam. 
(b) Calculate diam. of crank shaft, allowing a value for fs =9000. 


D*f, 
5.1 


FR= 


(ec) If the crank has the following dimensions (Fig. 1) find the value 
of (f) when 


_3(B+VB+T?) 
= Wt 


f 


joie, il. ; Fig. 2. 


2. A crank has the proportions given in Fig. 2: 
(a) Calculate the load the crank pin will carry if the bearing pressure 
on it is 900 lbs. per inch of projected area. 
(b) Calculate the stress in the web with the above load. 
(c) Calculate the value of fs in the shaft when the above load is 
applied to the crank pin. 


_3(BEVB+T2) 
Wt ; 


_Dfs 
aly 


bi FR 


3. Determine the proportions of web of a C. I. crank for a 12” radius 
The shaft is 43’ diam. The crank pin is 3” diam., 34” long 


and carries 1000 Ibs. per inch of projected area. The width of 
web where it joins the hub is 83”. 
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Test Questions (Eccentrics) 


. An eccentric rod is 2” in diam.; what size bolts would be necessary 
to fasten it to the eccentric strap if 2 bolts were used and allowance 
was made for threads cut on bolt. 5 threads per inch. 

. What is an eccentric sheave? Draw an eccentric sheave for a 
3” shaft, the eccentricity being 1” and width of eccentric =2”, 


© d=1.2D+42r+3!. A=S. 


Make a view looking at the end of shaft hole, also a side view. 

3. Compare the strength of the two eccentric strap bolts and the eccen- 
tric rod. The bolts have a diameter of 2?” and the rod a 
diameter of 13’. 

. Explain the method of oiling an eccentric, in motion, from a stationary 
oil cup. 

. Draw to scale approximately, the half of an eccentric strap which 
fastens to the ecc. rod. . 


Test Questions (Belting and Pulleys) 


. A belt 5” wide transmits 6 H.P. while running over a 24” pulley. 
Assuming the effective pull per inch of width =40 Ibs., how many 
R.P.M. does the pulley make? 

. Given, the diameter (16’’) and rev. per min. (100) of a pulley and 
the rev. per min. of a pulley: (90) driven from the first, also the 
horse-power transmitted (4). Find the diameter and width of 
face of the second pulley. 

. What cross sections are used for the arms of pulleys and gears? 

. An 8 H.P. motor runs at 600 R.P.M. From it a belt runs to a 
48” pulley on a shaft which makes 150 R.P.M. What diameter 
pulley would you use on the motor and what width of face would 
it have. Driving pull on belt to be 40 lbs. per inch of width. 

. Sketch a section of the rim of a 24” pulley to carry a belt to transmit 
10 H.P. when it makes 200 R.P.M. 


Daly ee 


. A pulley on a countershaft making 90 R.P.M. is belted to a 30” 
pulley which makes 120 R.P.M. (on a pump). The pump requires 
2H.P.torunit. What diam. of pulley is required for the counter- 
shaft and what width of belt is required? 
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7. A belt 10” wide runs on a pulley 24” diam. which makes 100 R.P.M. 
What horse-power is it transmitting when the driving pull on the 
belt is 40 lbs. per inch of width? 

8. A 3 H.P. pump is to be driven by a belt from a countershaft pulley 
to a pulley 30’ diam. on the pump. The countershaft makes 
90 R.P.M. and the pump pulley 120 R.P.M. Find the diam. 
of countershaft pulley and width of belt to use. 

9. A pulley 24” diam. makes 100 R.P.M. The width of face is 63”. 
What H.P. is transmitted by the belt running over this pulley 
when the effective driving pull is 40 lbs. per inch of width? 

10. Calculate width of belt to run on a 20” pulley, making 200 R.P.M. 
and transmitting 5 H.P. 
11. (a) Why is the face of a pulley sometimes crowned? 
(b) Why is a set screw used in addition to a key for securing a pulley 
to a shaft? 
12. Find the R.P.M. of 39” and 60” pulleys when the belt between 
them is 6” wide and transmits 4 H.P. 
13. In the sketch shown a circular saw is to run at 1000 R.P.M. and 
deliver 6 H.P. Bis a pulley on a 


(8) (o) GHP gasoline engine making 450 R.P.M. C 
aa Ree and D are on a countershaft. D is 24’ 

Selt ies diam. B is 22” diam. £ is 12” diam. 

= What must be the diameter of C?. What 

OF OS will be the width of single belt to use be- 


tween B and C and between D and E? 

14. A belt 5’ wide transmits 6 H.P. while running over a 24’ pulley. 
Effective pull per inch of width=40 lbs. How many R.P.M. 
does the pulley make? 

15. A pulley on a countershaft makes 90 R.P.M. and the belt from it 
runs a 2 H.P. pump pulley 30” diam, 120 R.P.M. What diam. 
pulley is needed on the countershaft and what width belt will 
you use? 

16. A pulley 16’ diam. making 100 R.P.M. transmits 8 horse-power. 
What is the width of face? 

17..Two pulleys are 34” and 20’ diam. and their centers are 36’-0’’ 
apart. What H.P. will be transmitted if the larger pulley makes 
110 R.P.M. and the initial tension is 460 lbs. w=.3. How 
wide a belt will you use? 


Log : =().007578y.0 6 =180°—2¢. sin } a LT tT, =27). 


s 
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Test Questions (Spur Gears) 


1. In the hoist shown in Fig. 1 the C. I. pinion makes 150 R.P.M. 
The face of the gears is to be 38P. Determine the circular and 
diametral pitches and H.P. the gears will transmit. 


Formule for Gearing: 


Beery 

600-4 
peat 
N b} 


2. The drum of a hoisting engine is 36” in diameter. A gear fastened 
to the end of the drum shaft is 42” pitch diameter. The driving 
gear which meshes with this is 14” pitch diameter and makes 
200 R.P.M. The maximum load to be lifted at this speed is 
1200 lbs. 

Width of face of gears is 2XP. 

Determine the circular pitch, diametral pitch, No. of teeth in each 
wheel, addendum and dedendum, and draw the blank for the small gear. 

Diametral pitches are 1, 13, 12, 2, 2%, 23, 23, 3, 4, 5, ete. 


Ries lane, 2, 


3 A hoisting engine has the arrangement of drum and gears in Fig. 2. 
Max. load to be lifted =6000 lbs. Pinion makes 200 R.P.M. Find 


P, p, b, number of teeth, and outside diameter of both gears. 


b =width of face =3P. 


. w=SPb; . y=.l. 
33000 ” 600 +V 
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4, The following train is used for hoisting stone blocks of 2 tons 
weight at a velocity of 100 ft. per min. On the engine crank shaft 
is a pinion which gears with a gear on the shaft carrying the 
hoisting drum. This drum is 36” in diameter. The gear ratio 
of the pinion and gear is 1:8. What diameters of pinion and 
gear would you use if 12 was the smallest number of teeth allowed 
in the pinion and 6 feet the greatest diameter allowed for the 
gear. Find P, p, number of teeth in each gear, addendum, deden- 
dum, width of face, and outside diameter of the larger gear. 

5. A C. I. gear 36” diam., 3” face, 3 pitch is keyed to a hoisting drum 
shaft which is used to hoist loads of 2000 Ibs. 600 ft. per min. 
The drum is 42’ diam. Are the gear teeth strong enough for this 
work? Prove your statement. 

6. Construct a-cycloidal tooth. Diameter of pitch circle 12’. 
Describing circle 2’’ diam. Pitch =1”. 

7. (a) Find the diam, of pulley on shaft (A) and width of belt to use 
to run between the pulleys. Fig. 3. 


Rigs 3. 


(b) What will be the cire. pitch and diametral pitch of the gears? 
Width of face =3P. 
(c) What will be the vel. of the wgt. and the H.P. transmitted? 

8. A weight of 2100 Ibs..is raised by a chain passing around a drum 
36” diam. making 40 R.P.M. The spur gear on the drum shaft 
is 30” diam. and is driven by a gear 24’’ diam. Find for the 
latter its diametral and circ. pitches, number of teeth, width of 
face, addendum, dedendum, and outside diam. Width of face =3P. 

9. Two gears 20’ and 32” diam. mesh. The'smaller makes 100 R.P.M. 
The pressure on the teeth is 1000 lbs. What H.P. is transmitted, 
and what is P, p, number of teeth, and outside diam, of each 
wheel. Width of face =3 xP. 

10. Design a spur gear rim for a gear to transmit 20 H.P. when it is 
36” diam. and makes 100 R.P.M. Width of face=b=2P. Give 
circ. pitch, diametral pitch, number of teeth, outside diam., 
depth of teeth. 
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11. Find the cire. pitch, diam. pitch, outside diam., number of teeth, 
depth of teeth, width of face 
of gear C, when W =2000 lbs., 
and A makes 200 R.P.M. 

Width of face =2P. Fig. 4. 

12. Calculate the allowable load on 
a spur gear tooth of 4 diam- (A) 
etral pitch 30’ in diameter. (B) 
using a static stress of 8000 
and a tooth length of 3P. 
What H.P. will this gear 
transmit, when rotating at 
100 R.P.M.? 

13. A spur gear 20’ diameter transmits 10 H.P. when it makes 90 
R.P.M. Find the circular pitch, diametral pitch, addendum, 
dedendum, and outside diameter of gear blank. 

14. A spur gear transmits 10 H.P., pitch diameter 20 inches, width 
of face 6% inches, circular pitch 3.14 inches. How many R.P.M. 
does it make? What is its diametral pitch, addendum, depth 
of tooth and outside diameter? 

15. Explain the involute system of gear teeth profile construction with 
sketch. 


Fia. 4. 


Test Questions (Bevel Gears) 


1. A train of hoisting mechanism consisting of two spur gears, 2 bevel 
gears and a drum, is to raise weights at a velocity of 470 ft. per 
min. Find the max. load which can be raised at this speed with 
the sizes of cast iron gears, shown in sketch, neglecting friction. 


Rigi: 


Find diam. of spur pinion (A) and calculate the diam. of shaft to 
use in it. 


0.684 HP. 
Web) 20124 aes Ree 
End N N 
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2. A pair of bevel gears with shafts making an angle of 75° has 36 


10. 


Ate 


12. 


teeth in large gear, 20 teeth in small gear, 2 pitch. Make a 
layout of above, } scale, indicating by note, pitch cone, normal 
cone. Calculate pitch diameters of both gears, and velocity ratio, 


. The shafts of two bevel gears intersect at an angle of 60°. The 


velocity ratio of the shafts is 3:1. The larger gear is 24” diameter. 
2 pitch. The shaft of the smaller gear is 1’ diameter. Thick- 
ness of rim at base of teeth at the large end is 0.56 P. Draw the 
blank for the small gear, giving dimensions. Width of face =2P. 


. Two bevel gears 12” and 18” diam., 3” face, 4P, are transmitting 


power between two shafts at 90° and the larger gear is making 
90 R.P.M. What H.P. will they safely transmit? Prove all 
statements. 


. Two shafts are connected by bevel gears. The vel. ratio is 3:1. 


The shafts meet at an angle of 75°. The larger gear is 18” diam. 
and has 54 teeth. Width of face is 3’. Draw the blank for 
the smaller gear. Calculate the H.P. of these gears. 


. Two bevel gears connect two shafts whose velocity ratio is 3 : 2. 


The angle between the shafts is 75°. The larger gear is 12” 
diam., 3P. Find the diam. of smaller gear and No. of teeth in 
each gear, also the angle the pitch cone of the larger gear makes 
with the axis of the shaft. 

Two bevel gears have a vel. ratio of 2: 1, and their shafts meet at 
an angle of 75°. Small gear shaft is 14’ diam. Width of face = 
3P. Depth of rim below teeth at large end is 0.56 P. Larger 
gear is 12” diam. 3 pitch. Draw small gear blank. 


. Give the outside diam. of a bevel gear, 3 pitch, 45 teeth, when the 


angle § between the axis and pitch cone is 30°. What is the tan- 
gent of the angle the face makes with the axis? 


. Two shafts meet at right angles and their velocity is 2:1. The 


larger of the bevel gears connecting the shafts is to have 30 teeth, 
2P. How many teeth will the small gear have and what pitch 
diam.? Draw the blank for the small gear when width of face 
=2xP, depth of metal under teeth at large end=.5P, and 
the shaft is 2” diam. 

A bevel gear has 30 teeth, 3 pitch, and the angle between the side 
of the pitch cone and the axis is 30°. Length of face is 2P. 
Shaft diam. =13’".. Depth of metal under teeth=.57P. Draw 
and dimension the blank. : 

Show the blanks for two bevel gears. Shafts meet at an angle 
of 75°. Larger gear has 34 teeth, 2 pitch and veloc. ratio is 1 to 2. 

Construct the outline of two bevel gears in position for trans- 
mitting motion. One has 36 teeth, the other 12 teeth; . 2 diametral 
pitch. b=twice the circular pitch. Angle of shafts =60°. 
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13. Make a drawing of the gear blank, without hub, for a bevel gear 
whose pitch diameter is 16 inches and which has 48 teeth. Length 
of face of teeth equals twice the circular pitch. The angle of the 
pitch cone at the vertex with the axis is 30 degrees. 

14. A bevel gear has 30 teeth, 3 diametral pitch, and the angle between 
the side of the pitch cone and the axis is 30°. The length of 
face of the gear is 2 Xcircular pitch. The diameter of shaft is 
13”. Make a drawing of the gear blank and give the angle the 
face of the blank makes with the axis of the shaft. 

15. Draw the gear blank for a bevel gear having 12 teeth; 2 DP. 
Angle at vertex of pitch cone =60°. 

Diam. of shaft =11”, width of face =2P. 
Depth of metal under teeth =.57 P, 


Test Questions (Worm and Gear) 


1. Two shafts A and B meet at 75° and their velocity is as 3:1. The 
larger bevel gear has 54 teeth, 18’’ PD. The width of face is 3P. 
Find the H.P. the bevel gears will transmit, the diam. of shaft 
A. Draw the blank for the bevel gear for that shaft. The pitch 
of the worm is 1.1” and its lead is 1.1’... Find the H.P. the worm 
and wheel will transmit; how large a weight can be raised by a 
drum 24’’ diam., and how large a shaft will be necessary in the 
worm wheel. (See Fig. 1.) 


2. Vel. ratio of A to B=3 to 1. Cire. pitch of worm=1.1”. Bevel 
gears and shafts shown in Fig. 2. 
(a) How rhany R.P.M. must (B) make? 
(6) Which combination (bevel gears or worm and wheel) will trans- 
mit the most H.P.? How much is this? Give all the cal- 
culations necessary to reach your conclusion. 
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3. 


Construct the outline of a tooth on a worm wheel. Pitch =1}”. 
Velocity ratio of worm and worm wheel=40:1. Use involute 
system, approximate method. 


. Worm is 3’ PD and the worm wheel 16” PD. P of worm is 


1’. What is their vel. ratio and No. of teeth in wheel? 


. A worm wheel is 14” pitch diameter with teeth of 1” pitch. What 


is the velocity ratio between the wheel and the worm and what 
is the outside diameter of the worm if its pitch diameter is 3P? 


. A worm and wheel gear together, their velocity ratio being 48 : 1. 


If the worm is 1” pitch what will be the pitch diameter of the 
worm wheel? 


. The pitch diam. of a worm is 3XCP=3”. Pitch diam. of worm 


wheel is 15.3’’.. What is the velocity ratio? 


. Velocity ratio of bev. gear shafts is 3:1. Worm wheel has 64 T 


and the worm has a double thread. Find efficiency of worm and 
wheel. (See Fig. 3.) The diam. of worm is 23P, 


(a) What H.P. will the bevel gears transmit? Explain carefully 
how you obtain your answer. Efficiency of bevel gears 96%. 

(b) Is the worm wheel shaft large enough to transmit the power 
which the worm wheel will deliver? (Explain by calculation.) 

(c) Is the belt large enough to run both the sets of gearing? Explain 
how you reached your conclusion. . 


Test Questions (Cocks and Valves) 


. Name and describe the parts of an angle or a globe valve, and state 


the material of each part. 


. Explain a globe, angle, or safety valve and its working. 
. What should be the “ lift” of the valve disc in an angle or globe 


valve to allow the fluid to pass with the same velocity which 
it has in passing through the circular opening of the seat? 


. Explain the characteristics of the various classes of valves and 


give an example of each kind of valve in the different classes. 


10. 
Li: 


19: 


20. 


2; 
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. What is a check valve? What are the names of each type? 


Explain the action by means of a sketch. 


. Make a proportional sketch of each of the parts of a check valve. 
. Show by means of a diagram the action of a safety valve. Sketch 


the moving parts. 


. Explain how to obtain the area of the least opening in a globe 


_ or safety valve. What information does this give? 


. Calculate the weight of ball for a 6” safety valve. Weight of stem, 


etc., is 8 lbs. Pressure in valve 100 lbs. per sq.in. Length of 
lever to 100 lbs. mark is 50” from fulcrum. Depth of lever at 
fulerum is 2”. At 100 lbs. mark it is 1.5’. The lever is 3” 
thick and made of W. I. The steam pressure acts on the lever 
33”’ from the fulcrum. 

Calculate the diam. of fulerum pin in question 9. 

The bonnet opening in a globe valve is 7.4’ diameter. The bonnet 
is fastened to the shell by 8 2” bolts. Find the max. stress in a 
bolt when the pressure in the valve is 150 lbs. per sq.in. 


. What is a pet cock? A stop cock? Sketch them both. 
. Explain the difference between a valve with flanged ends and ‘one 


with tapped ends. 


. What is an angle valve? A globe valve? A safety valve? 
. Sketch the general outline of an angle valve with tapped ends. 
. Explain the forces acting on the stem of a globe valve. How do 


you arrive at the proper diameter of the stem? 


. Find the force necessary to use on the hand wheel of a globe valve 


necessary to force the disc against the seat with a total pressure 
75 Ibs. greater than a given pressure of steam in the valve. 


. If the stress due to screwing up is 15% more than the direct stress 


due to direct load on a valve stem, calculate the outside diameter 
of a stem for a 6”’ valve when the thread is }’’ pitch and the stress 
per sq.in. on the stem is not to exceed 6000 Ibs. (Acme thread.) 

Calculate the efficiency of the screw on a valve stem 1}” diam., 

tan & (1 —y, tan a) 

a tan «+. : 

Sketch either a bonnet or a shell for a globe valve and indicate 
the finished surfaces by finish marks. 

Calculate the weight of shell or bonnet of the valve sketch accom- 


panying this. 


1” pitch when yu =.2. 


68: Ga 
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Abbreviations, 32 
Acme thread, 73 
Addendum, 215 
ag circles, 215 
Air cocks, 271 
A. L. A. M thread, 71 
os bolts and nuts, 71 
ee eee ablentarots 
Alphabets, 35, 36, 37 
Angle irons, 50 
«¢ valves, 279 
Angles on bevel gears, 251 
Architects, scale, 23, 24 
Ares, radius of, 30 
Arms, bevel gear, 248 
«« pulleys, 205 
«« spur gears, 223 
«« worm wheel, 261 
Arrows, pencil, 25 
com inks (42 
Assembled drawings, 21 


B 


Backlash, 216 
Ball bearings, 137 
««- races, 140 
Beams, rolled, 50 
Bearing box, 120 
ge “< formulae, 120 
eg «¢ scale, 123 
‘¢ pressure, 125 
oS ‘« Table, 16, 19 
Bearings, 119 
Belts, leather, 199 
Bevel gears, 244 
«« gear angle, 253 
4 “arms, 248 
aie ‘¢ blank, 251 
rs ‘« dimensions, 254 
6 ‘¢ drawing, 245 


> 


INDEX 


Bevel gear H. P., 254 
«  “€ hub, 248 
oe ‘* layout, 245 
HS ‘¢ pinion, 247 
ie <« rim, 248 
ae ‘* shop drawings, 251 
ae ““ teeth strength, 253 
Bill of material, 34 
Blank, bevel gear, 251 
Blocking in, 24 
Blue printing, 41 
Bolts, 74 
‘* and nuts, shading, 40 
coupling, 88 
‘¢ hex. hd., sq. hd., 81 
‘« lists, 79 
‘* —mfs. stand., 79 
‘« miscellaneous, 79 
‘« rounding ends, 81 
‘* scale U.S. St., 79 
‘« “strength, 75 


oe 


He estudend) 

2S eh oy AY) 

‘“ Tee hd., 88 

BES We Se Sites 0 
Borders, 33 


Brasses, 123 

Breaks, conventional, 26 
British Asso. thread, 70 
Bushing, pipe, 57 
Button hd. cap screw, 80 
Buttress thread, 74 


Cc 


Caps, pipe, 56 
Cap screw, 79 
aU eslotend@ 
Cast-iron flanges, 55 
a fittings, 57 
Center lines ink, 42 
et ** pencil, 23 
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Center lines principal, 23 
fe ‘““ supplementary, 24 
Chamfer, 87 
Be curves, 87 
Channels, 50 
Checking, 44 
Check valves, 268 
Circle drawings, 30 
«¢ shading, 39 
Circular pitch, 216 
t SSE CalC 250 
Claw coupling, 110 
Cleaning tracings, 43 
Clearance, gear teeth, 216 
Cocks, 279 
Coefficients of friction, 125, 137, 260 
se Table 17, 19 
Cone pulleys, 209 
Conn.-rods, 173 
a crank end, 176 
gasolene eng., 176 
intersec., 185 
oe lengths, 173 
a sections, 173 
is strap end, 183 
Conventional thread, 75 
Conversion table, metric, 2 
Cotters, 102 
«¢ Spring, Table 12, 16 
Cottered bolt, 90 


oe 


cc 


“joint, 101 
Coupling bolts, 88 

ee pipe, 56 

ce pipe, table 8, 13 

ie shaft, 106 


a shaft formulae, 107 
Crank pin, 189, 190 
Cranks, 189 

‘* web, 191 
Crosshead, engine, 161 

«pins, 164 

ee “* forces, 162 

os slipper, 165, 168 

a turned, 165 
Crowning of pulleys, 204 
Curve centers, 30 
Curves, 24 
Cutting gear teeth, 222 
Cycloidal teeth, 219 
Cylinders, shading of, 39 


D 


Decimal equivalents, 1 
Dedendum, 215 


Depth of tapped hole, 80 
Detail drawings, 21 
Diagrams, gear, 237, 238 

so gear speed, 235 
Diameters, to give, 30 

ne of pipe, 54 
Diametral pitch, 216 
Dimensioning, 29, 42 
Dimension, how to, 27, 29 


al full size, 26 
a lines, 25 
a numerals, 27 


Dimensions, how expressed, 29 


be oe 


placed, 29 
BE of, holes, 30 

a overall, 29, 44 
ss reduced, 26 

SS special, 29 


Directions, end of each chapter 


Draughtsman, name of, 33 
Drawings, 21 


eS ink lines, 44 

Oe instruments, 8 
i layout, 24 

ay numbering, 33 
e paper, 23 


Driving force, belts, 202 
Drop hangers, 128 


E 


Eccentric oiling, 194 

Be rod, 194 

HD strap, 193 
Eccentrics, 192 
Efficiency, spur gears, 229 
Equivalents, decimal, 1 
Erase, how to, 44 


Erasing, 43 
«ink, 43 
‘« from tracing, 44 
‘« shield, 8 


Extension lines, ink, 44 
Kye bolts, 89, 90 


F 


Face of spur gear, 231 

Factors of safety, 20. 
“Table 20; 20 

Fastenings, 45 

Feathers on gear arms, 224 

Figures, 27 

Finish marks, 33 

Fillister hd. cap screw, 80 


Flanged unions, 62 
Flanges, pipe, Table 11, 15 
_ Flat hd. cap screws, 80 
Flexible coupling, 109 
Flow in pipes, 62 
Follower plate, 151 
Footstep bearing, 119 
Formulae, couplings, 109 
s bevel gears, 251 
Foundation bolts, 89 
Fractions, how made, 29 
et height of, 29 
French hd. cap screw, 79 
Friction of bearings, 125 


G 


Gas engine pistons, 156 
Gasoline eng. pistons, 157 
ce to clean trac., 43 
Gearing, 215 
Gears, arms of, 226 
«¢ arm calcul., 226 
‘¢ bevel, 244 
«« spur, 215, 239 
«¢ teeth formulae, 22) 
“¢ worm, 258 
Gib and key, 102 
Gib head key, 99 
Globe valves, 283 
Grip of bolts, 88 
Guide bars, pressure on, 163 
Grant’s Odontograph, 220 


H 


Half size scale, 23 
Hanger, 127 
Height of figures, 29 
So ce tractlons,:29 
se ** letters, 36 
Helix, 67 
Hexagon construction, 82 
Hex. hd. bolt, 83 
De CADISCLEW. OL 
ee DUG SZ 
Hob for worm wheel, 263 
Holes, centers of, 31 
‘« dimensions of, 31 
«¢ tapped, 30 
Horse-power belts, 202 
a gear, 236 
Hub, bevel gear, 249 
«¢ pulley, 205 
‘¢ ‘spur gear, 249 


INDEX 


I 

I-Beams, 50 
Information, useful, 1 
Ink, 42 
Inking ares, 42 

‘« ~ order of, 42 
Instruments, drawing, iv 
International St. Thd., 70 
Involute gear teeth, 217 


J 
Journals, 119 
i area, 119 


mS pressures, 19 


K 
Keys, 97 
«¢ sunk, 99 
«¢ Woodruff, 101 
Keyway, 99 
es cutting, 100 
ce gib head, 99 


L 
Lag screws, 82 
Layout of drawings, 24 
Lead of worm, 258 
Length, bolts and screws, 88 
Lettering, 34, 36 
a pens, 36 
Be titles, 33 
Lewis bolt, 89 
of formulae, 231 
Lifting eye bolts, 89, 90 
Lines, 42 
«« angle of sec., 25 
‘¢ border, 33 
«¢ dimension, 25 
‘¢ dimen. ink, 42 
«« extension, 42 
“« guide, 38 
“¢ how to draw ink, 43 
«« section, 26, 40 
Locknut, 91 
a pipe, 56 
Logarithm Tables, 3 


M 


Machine screws, 79 
Making drawings, 21 
“« letters, 36 

Marks, finish, 33 
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Material bill, 84 
a strength, Table 19, 20 
Metric Table, 2 
Mfgs. Stand. Bolt hd., 79 
Mod Sq. thread, 72 
Multiple threads, 75 


N 


Name of draughtsman, 33 
Nipples, pipe, 56 
Notes, abbreviations, 32 

‘« on drawings, 31 
Numerals, 29 

a height of, 29 

Nut, locking, 91 
Nuts hex. and sq., 87 

‘« shading of, 40 

ae USS a Styne 


O 


Odontograph Table, 220 
Oil-cups, 44 

Order of making drawing, 21 
Overall dimensions, 29, 44 


P 


Paper, drawing, 23 
Pencils, 25 
‘« points, 25 
Penn nut, 91 
Pens, 43 
Pillow block, 123 
Pin key, 101 
Pinions, 223 
Pins, crosshead, 164 
Pipe caps, 56 
couplings, 55 
Seitiings Calero 


He ‘«  seale, 59 

ws “* ‘Vable'8; 13 
os ‘* Table 9, 14 
“* flanges, 55 

ne =~ Lables wi 


‘* for water and steam, 54 


‘* friction, 63, 64 

‘« “nipples, 56 

plugs, 56 

‘* tables, 55, 61 

‘* thread, 56 

‘* “unions, 60 

W. I. for water or gas, 14 


(as 


(as 


INDEX 


Pistons, C. I., 153 
‘« east steel, 153 
«¢ rings, 150 
«« rods, 153 
ue ‘« calculations, 154 
Pitch, calculations, 221 
circle, 222 
‘« circular, 215 
us diametral, 217 
‘¢ of gears, 217 
‘¢ of rivets, 51 
‘« of thread, 68 
‘¢ of worm, 258 
Plates, see end of Index 
Plugs pipe fittings, 56 
Plunger, 150 
Post hangers, 130 
Powder, taleum, 42 
Preparing tracing, 41 
Printing on drawings, 34 
ee pencils, 38 
pens, 43 
es titles, 33 
Pull on belts, 203 
Pulleys, 199 
arms, 205 
calculations, 199 
«« ~~ cone, 209 
‘¢ diameters, 204 
“fs face, 204 
‘« hub, 205 
Co inne, 2S 
«« speeds, 202 
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Rag bolt, 81 
Radii of ares, 30 
Ramsbottom rings, 150 
Reading figures, 29 
Reduced dimensions, 23 
Be scales, 23 

Reproducing drawings, 40 
Revolutions of worm, 260 
Rim, bevel gear, 248 

‘pulley, 205 

‘« spur gear, 224 
worm wheel, 261 
Ring oiled bearing, 136 
Rivet scale, 46 
Riveted joints, 46 
Rivets, 45 
Rolled sections, 50 

Me ‘f Table 4, 12 


ce 


INDEX 319 


Roller bearings, 141 
Round hd. cap sc., 79 
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Safety valves, 271 
Sandpaper, 8 
Scale, changed, 23 
“of drawings, 23 
Scales, 23 
““ architects, 23 
‘« fittings, 58 
‘“ for bearing boxes, 123 
for bearings, 123 
‘« for bolts, 89 
‘« ~ for keys, 100, 101 
‘* for pipes, 58 
‘« reduced, 23 
«« rivets, 45 
Screw threads, 67 
Screws, cap, 79 
«« dimensions, 81 
“<< jag; 82 
‘« machine, 79 
ee setO3 
«« slotted hd., 79 
«« sq. hd. cap, 81 
‘« wood, 83 
Section, half, 23 
‘« lining, 36, 40 
at «« Ines U.S. Navy, 26 
views, 25 
Set screws, 92 
Seward’s gear chart, 237 (folder) 
Shade lines, 39 
Shading drawings, 39 
aS bolts and nuts, 40 
oe circles, 39- 
Shaft calculations, 104 
‘* couplings, 106 
supports, 143 
worm wheel, 261 
Slipper crosshead, 165 
Slots in screw hds., 79 
Soapstone, use of, 43 
Speed of gear teeth, 233 
Special dimensions, 30 
Split cotter pin, Table 12, 16 
Spoken dimens., 29 
Sponge eraser, 43 
Springs, 76 
Spring washer, 92 
Spur gears, 215 
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Spur gear arms, 222, 229 
<6 hub, 224 
(6 Sim, 294 
1S Steethy e216 
“strain, 238 
Square heads, 81 
‘« hd. cap screw, 81 
of ETNUIUS EO 
‘* __thread,.72 

Stages of drawing, 221 
«« “construction, 25 
‘¢ “finishing, 25 

Stop cock, 278 

Strap end, conn. rod, 183 
‘* eccentric, 192 

Strength of bolts, 94 

oe “ gear teeth, 230 
f “ material, 20 
ee “« thread, 71 

Stretched tracings, 41 

Stud bolt, 83 

Stuffing boxes, 112 

oe ««  seale, 113 

Sunk keys, 99 

Swing eye bolts, 89 

Synopsis of making drawings, 21, 22 
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cap screws, 9 
cast-iron pipe flanges, 15 
comparative areas, 11 
os nm el bowslo4 
friction of water, 63 
‘«  Grant’s Odontograph, 220 
«« Mfg. Stand. bolts, 9 
oil cups, 16 
pipe fittings, 13 
rolled beam sections, 12 
‘© Table 13, 16 
taper pins, 101 \ 
‘« threads Internat. Syst., 10 
oe ss metric syst., 10 
ver inch, 9 
unions, 61 
2 UES: Sts bolts? 
“washers, 92, 93 
«« _W.I. pipes, 54 
Tap bolt, 84 
Tapped holes, 79 
Tee-head bolts, 88 
Teeth outlines, 217 
Test questions, end of book 
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Threads, A. L. A. M.,, 71 
B. A., 70 
< buttress, 74 
oe 
11 
Se forms of, 68 
ss internat. syst., Table 2, 11 
“ Internat St., 70 
Wh metric syst., 10 
multiple, 75 
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a per inch, 71 

os coy SS) Table s.9 
ne pipe, 71 

oS “per inch, 13 


ue right and left, 75 
ae singie, double, 75 
sq. and mod. sq., 72 
He U.S. standard, 69 
ve V, 68 
Aa Whitworth, 69 
Through bolts, 85 
Titles, composition of, 33, 38 
‘¢ where place, 33 
Tools for drawing, list of, 8 
Tooth factors, 231 
Tracing, 40 
“* cloth, 41 
ae ‘¢ how placed, 42 
order of making lines, 42 
Triangular scale, 23 
Trunk piston, 150, 157 
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Union, pipe, 62 
Universal joint coupling, 109 
U.S. Standard bolts, 85 

au ae Navy sections, 26 
nuts, 85 
thread, 70 
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Vv 
Valves, 268 
«« angle, 283 
«¢ check, 270 


comparative areas at root, 
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Valves, globe, 283 
‘¢ safety, 271 
Views on drawing, 21 
‘* number of, 22 
‘¢ placing of, 22 
V thread, 68 
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Wall bracket, 143 
Washer, spring, 92 
Washers, cut, 92 
Weight of pulley, 210 
cc * spur gear, 229 
‘* substances, 20 
Whitworth thread, 69 
Wing nuts, 89 
Woodruff keys, 101 
oe “* Table 15, 18 
Wood screws, 83 
Working drawing, 21 
ve making of, 21 
Worm and. worm wheel, 258 
«¢ and wheel H. P., 261 
‘« helix angle, 260 
“* length and diam., 259 
‘« velocity, 260 
‘« wheel diam., 261 
ne ce“ drawing, 262, 263 
es wheel rim, 261 
bd strength, 261 
oe ‘shaft: 261 
teeth, 261 
threads, 258 
and wheel vel. ratio, 258 
3 ff “© efficiency, 259 
Wrist pin, 164 
Writing pens, 43 
Wrought i iron pipes, 54 
Table, 14 
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PLATES 
Alphabets, 37 
Titles, 35 
“« sizes of in U.S. M. A., 35 
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